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VSESOJUZNOJE EXPORTNO-IMPORTNOJE OBJEDINENIJE 

MOSCOW • USSR 
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PE3bB0HAPE3H0M 

MHCTPYMEHT 

THREADCUTTING TOOLS 



C C C P • 


MOC KBA 






We furnish threadcuttinsi tools made of the highest grades of steel, 
suitably heat-treated. This guarantees excellent tool durability and out- 
standing performance at high cutting speeds. 

These tools comply with all up-to-date requirements as to cutting 
and clearance angles, as well as, to the quality of finish on the cutting 


surfaces of the tools. 
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Taps 

Hand taps for Metric thread 

Hand taps for English thread 

Hand taps for pipe thread 

Hand taps for automobile thread 

Short shank nut taps for Metric thread 

■Short shank nut taps for English thread 

Long shank nut taps for Metric thread 

Long shank nut taps for English thread 

Machine taps for Metric thread 

Machine taps for English thread 

Machine taps for taper thread 
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.Adjustable round split dies, Metric thread 

Adjustable round split dies, English thread 

.Adjustable round split dies, pipe thread 

-Adjustable round split dies, taper thread 
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1. ^oriyCKH pe3L.6fai mcth: 

2. MeTHHKH flwaMeTpoM ; 
jIMM iteHTpaMH. 

3. SHaHCHiiH .^MaMe'rpoB : 


6) o6biHHOji 
CTaH;j;apTHL 


vieTMJixa II (cpeAHLM'c)) 

;-ri-M24X3 rocT is 


1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 8 mm diameter inclusive can be manufactured with « 


4. Taps are manufa 

5. Cut thread taps a 


3. Values of the shank diameter d for taps with rolled thread and for taps 
manufactured of calibrated rod are subject to change. 

4 Taps are manufactured in sets of uvo or three taps. 

5. Cut thread taps are furnished in two degrees of accuracy; 

a) precision cut thread taps, marked with the letter E ; 

b) commercial cut thread taps, marked with the lettei H. 

6. Standard taps are manufactured right-hand. Left-hand taps are furnished 
on special order. 

7. Designation of the taper tap of a set of 3 taps for Metric thread with dia- 
meter d„ = 24 mm and pitch s = 3 mm ; 

Tap 3-I-M 24x3 GOST 1602-43. 

Ditto for the plug tap; 

Tap 3-II-M 24x3 GOST 1602-43. 

Ditto for the bottoming tap with degree of accuracy H; 

Tap 3-III-M24x3 H GOST 1602-43. 

Ditto for the complete set of 3 taps; 

Taps 3-M 24x3 H GOST 1602-43. 

Ditto for the complete set of 2 taps with degree of accuracy E ; 

Taps 2-M24X3 E GOST 1602-43. 
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1. /J,onycKH pe 3 b 6 bi mc'thhkob no OCT BKC 721,'. 

2. Mcthhkh AiiaMOTpoM 6 mm MoryT iiBroTOB.'ifrrbOi c in(.'iiK(.)3i 
paOo'ieii HacTijK) ji xboctom. 

.3. Mctbiikh AiiaMO'rpoM ao 8 m.m bka. ^'loryT n 3 :cOTUB,'.iHToc;i c oopa , - 
IIBLMII UeHTpaiMU. 

4. SHaneniiH AHaMOTpoE. xboctob cl moi^uikou e naivctra,ii!i)u ].k . i, 

6 o;i JI a-'B! .mc-'i-'iiikob. uEroTOB.iu'HUiax iia Ka.’iiinpoEaiiHon.i mi i.i.'i.ia, .^Ioy. . 
iraML-iiHTEca. 

,TU’-Bope>Kviij,nc- jiEroTOB.naiOTca no cneuim.nbi-K )M> iana . 

(j, KoMii.neKT motmukob coctojit no Aiiy>: uiiais. nopHuEoK! n mu., i , aa n , . 

MCTMinvOB. 

7. Mothiik!! c HeiL[.nnc}.mBaHHEiM npocj^n.'ioM po'JbGbi naroTOB.-i aio I'ca 
ABVX CTCnoiion tomhoctii: 

a) iioBEimt'HHoii TomiocTii. oooEitanaoMiao ovkijoji E; 
u) oOfainHoii •roMnoc'rii. oGo'jHa'taoMiaj.' oyKEoii H; 

8,. Ooo-jiiaHeHiie MexMiiKa 1 (MepnOBOi-o) A.:ni Mo.'jKoi! .MeTpii'U'OJson 
pe 3 i-,Gi,i AJiaMCTpoM c/-, 16 mm. uiar ,s 1.5 mm. CToncub To-nn.iArn L. 

Mothiik T E 16X1.5 OCT HKTiV'I 20128-39. 

To >Ke A.'ra MOTHiiKa 11 (HiiCTOBort.)); 

Mothtik II E 16X1. .5 OCT HKTM 20128,-30. 

To >Ki.' A.'in KOMn.iCKTa mothhkob: 

MeTHiiKii E 16X1.5 OCT HKTM 20128-30. 

1. For thread tolerances of the taps see OST VK.S 7217. 

2. Taps of 6 mm diameter can be manufactured M'ith a neck between the 
working part and the shank of the tap. 

3. Taps up to 8 mm diameter inclusive can be manufactured with external 
centers. 

4. Values of the shank diameter d for taps with rolled threads and for taps 
manufactured of calibrated rod are subject to change. 

5. Standard taps are manufactured right-hand. Left-hand taps are furnished 
on special order. 

6. A set consists of two taps — taper and bottoming. 

7. Cut thread taps are manufactured in two degrees of accuracy: 

a) precision cut thread taps, marked with the letter E; 

b) commercial cut thread taps, marked with the letter H. 

8. Designation of the taper tap for fine Metric threads with diameter do=\Q mm, 
pitch 3 = 1.5 mm and degree of accuracy E: 

Tap IE 16x1.5 OST NKTM 20128-39. 

Ditto for the bottoming tap: 

Tap HE 16x1.5 OST NKTM 20128-39. 

Ditto for the complete set: 

Taps E 16x1.5 OST NKTM 20128-39. 
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1. /IlonycKM pe3B6bi MeTHMKOB — no OCT BKC 7217. 

2. Mcthukm TinaMeTpoM 6 mm MOryr naroTOBJinTbCH c meMKOli MOKAy 
paSonen nacTbio n xboctom, a TaKJKe c o6paTHfaiMw peiiTpaMn. 

3. SHaneHMH fli-iaMerpoB xboctob d flJin mgthmkob c HaKa'raHHoii pean- 
oofi n fUJiH MeTHMKOB, M3roTOB,neHHbix 113 Ka.nii6poBaHHoro Mcraji-na, MorvT 
M3MeHHTbCH. 

4. CxaHAapTHbie MeTHnKii M3roTOB,nHiOTCH npaBopen-cyiUMMii. MeTHiiKii 
jioBopeaiviMMe w3roTuB.;nnoTCH no cu<jn,najibHOM>- saKasy. 

5. KoMnneiCT mcthukob coctout m 3 AByx uityk: nepnoBoro ii nncTO- 
BOrO MeTMMKOB. 

6 . MexHiiKn c Hemjiiic|DOBaHHbiM npo4)MneM pe3b6bi iisroxoB.nHfOTCH 
Asyx CTeneHefi tohhoctm: 

а) noBbimei-iHOM tohhoctii, o6o3HanaeMbie 6yKBoii E; 

б) oobniHofi TOHHOCTM, o6o3HanaeMbie 6yKBon H. 


7. 06o3Ha'-ieHMe MexHiiKa I (nepHOBoro) A.an MenKoii MeTpnqecKoii 
I: pesbGbi AnaMCTpoM dn 27 mm, mar s=l,5 mm, cTenenb tomhocth E: 

MeTHWK I E 27X1,5 OCT HKTM 20128-39. 

To nee a-tih MexHHKa II (mmctoboxo): 

: AlexmiK II E 27X1,5 OCT HKTM 20128-39. 

To nee ajih KOMnaieiexa MexHiiKOB: 

MexHHKM E 27X1,5 OCT HKTM 20128-39. 

1. For thread tolerances on taps see OST VKS 7217. 

2. Taps of 6 mm diameter can be manufactured with a neck between the 

f working part and the shank, as well as with external centers. 

: 3. Values of the shank diameter d for taps having rolled thread and for 

‘ taps manufactured of calibrated rod are subject to change. 

i 4. Standard taps are manufactured right-hand. Left-hand taps are furnished 

I on special order. 

1 5. A set consists of two taps — taper and bottoming, 

i 6. Cut thread taps are manufactured in two degrees of accuracy: 

i a) precision cut thread taps, marked with the letter E; 

i b) commercial cut thread taps, marked with the letter H. 

7. Designation of the taper tap for fine Metric thread with diameter do = 27 mm, 
; pitch j-= 1.5 mm and degree of accuracy E: 

Tap I E 27x1.5 OST NKTM 20128-39. 

Ditto for the bottoming tap: 

Tap II E 27x1.5 OST NKTM 20128-39. 

Ditto for the complete set: 

I Tap E 27 X 1.5 OST NKTM 20128-39. 




METHMKM PYHHblE 

(no OCT HKTM 20128-39) 

HAND TAPS 

(acc. to OST NKTM 20128 39) 

■JiKOH MCxpnnecKoii pesbobi, 3 -h MO-jiKan no OCT HKlfl 

for Metric fine thread, series 3 acc. to OST NKTP 4.20 
Maxepna.n: yr,iiepoAMCxaH cxajib 
Material : carbon steel 



1. ^onycicM pesfcSBi mcthhkob — no OCT BKC 7217. 

2. SHaneHMH p,MaMeTpoB xboctob d A-na MeTHMKOB c naKa' 
6om m p;jih MeTHiiKOB, MsroTOBjieHHtix ns KajiiiGpoBaHHoro Me 

nSMCKHTBCH. 

3. CTaHflapTHBie MeTHiiKii nsroTOB.naiOTCH npaBope>Kymn: 
.rieBopexvVLpne iisroTOB.nHiOTCH no cneij,na.nbHOMy saxasy. 

4. Komujickt Me'rnMKOB coctomt ns A^yx uiTyx; nepi-iOBi 
BOrO MeTHMKOB. 

5. Mcthiikm c HeLLiJincIsoBaHHbiM ripocJinneM pessobi m 

AByx CTeneHeii tohhoctk; 

а) noBBiuieHHOH TonnocTn. oGosHanaeMbie oyKsoir E; 

б) oObiBHoii TOHHOCTH, ooosHaHaeMbie GyKBon H. 


OSosna'iCHne mct’ 
iM AwaMeTpoM d„ S 
/texAMK I E 22X0,7^ 
To JKe AJIH MeTXHK 
/leTHMK II E 22X0.7 


HKa I (nepHOBoro) A-a^ 
I M.M. mar s = 0,75 mm, c' 
OCT HKTM 20128-39. 
a II (nncTOBoro): 

3 OCT HKTM 20128-39, 


1. For thread tolerances on taps see OST VKS 7217. 

2. Values of the shank diameter d for taps with rolled thread and for taps 
nanufactured of calibrated rod are subject to change. 


3. Standard taps are 
1 special order. 

4. A set consists of t 

5. Cut thread taps ; 

a) precision cut 

b) commercial i 


nanufactured right-hand. Left-hand taps a 

o taps — taper and bottoming, 
e manufactured in two degrees of accurac 
bread taps, marked with the letter E; 


thread taps, marked with the lei 
cut thread taps, marked with the 


6. Designation of the taper tap for Metric fine 1 
pitch J = 0.75 mm and degree of accuracy E; 
Tap I E 22x0.75 OST NKTM 20128-39. 

Ditto for the bottoming tap: 

Tap II E 22x0.75 OST NKTM 20128-39. 

Ditto for the complete set: 

Taps E 22 X 0.75 OST NKTM 20128-39. 


read with diameter (/„ = 22 n 


METHMKM PYHHblE 

(no rOCT 1603-43) 

HAND TAPS 
(acc. to GOST 1603-43) 

A.nn AioM.MOBon pe3b6bi no OCT FIKTII 1260 
for English thread acc. to OST NKTP 1260 
MaTopna.ji: ynnepoAMCran CTa.Tb 
Material: carbon steel 




I lloMiiiia.iMn.iii 

Nominal thi 

read diaiiuiltM' 
do 


Pa'jMCp.M 11 MM 1 

Dimensions in mm 



'[hreadi 
per inch 

L 1 

d a \ h \ 

V4 1 

6.350 

20 

50 

20 

6,5 

4,9 

8 


7,938 

18 

60 

25 

6 

4,9 

8 

; 3< 1 

9,525 

16 

60 

25 

7 i 

5,5 

8 i 

1/^ 

12,700 

12 

70 

30 

9 

7 

10 

V* 

15,875 

1 1 

80 

35 

12.5 

10 

13 


19,050 

10 

90 

40 

i 15 

12 

15 ’ 

7* 

! 22,225 

I 9 

95 

40 

18 1 

14,5 

17 i 


25,400 

I 8 

105 

45 

20 i 

16 

19 1 

i 1 V» 

28,575 

’ 7 

115 

50 

22 

18 

21 i 

i * 74 

3 1 ,750 

7 

i 120 

50 

26 

‘ 20 

23 

; > 'A 

33,100 

i 6 

135 

j 55 

32 

i 24' 

i 27 

i 1 7, 

44,450 

i 5 

150 

1 60 

36 

29 

32 ^ 

; 2 

50,800 

4,5 

165 

i 65 

42 

i 32 

i 35 ; 


rCKM peSI^Obl MeTHMKOB H 

HMKIl AnaMCTpOM AO BK.i 


> OCT BKC 7218. 

Moryx ii3roTOB.nHTbCH c oopaxHbiMi^ 


H AHaMCXpOB 
iMKOB, norori 


KBOCTOB d A.aH 
S.XeHHbIX 113 KS 


ueTHMKOB c HaKai’aHHon pe: 
xMopoBaHHoro MeTa.A.jia, moi 


xpexKOMn.neKTHOM 
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► 5. Mothukm c HemjiMcJjOBaHHbiM npoc|3MjieM pesbCibi i-isroTOBJiHiorcH 

AByx CTeneHeii tohhoctm; 

а) noBbiiueiiHOM to'ihoctu, o6o3HaHaeMbie ovKBoii E; 

б ) o6biHHOH TOHHOCTH, o6o3HaHaeMbie GyKBOii H. 

6. CTaHAapTHbie MeTMIlKH WSrOTOB.riHIOTCH ripasopoKymHMii, Mctmhkii 

,.r[eBope>KyLHMt‘ i-isroTOBJiaioTCH no cnennajiBHOMy aaKasy. 

7. 06o3HaHeHMe MCTHiixa I (nepi-tOBoro), BxoAainero b komii/u'kt ii3 

Tpex MPTm-IKOB AIOHMOBoil peBbGbl AWaMCTpOM cL. ^.4 . 

Mctawk 3 - 1-3 4 " rOCT 1603-43. 

To JKe MOTHHKa II (cpeAHero); 

MeTHWK 3-II-3;4" rOCT 1603-43. 

To >Ke MOTHiiKa III (MiicTOBoro) creneHii tomhoctu E; 

Mothhk 3-III-3 4 " H rOCT 1603-43. 

To >Ke JiJisi Bcero KOMn.'ioKTa 113 3 -x MeTHiiKoo; 

Mothukh 3-3. 4" E EOCT 1603-43. 

To xce AjTh KO!\iri.TieKTa 113 abvx mcthiikob CTCiieHii to’-ihocth h: 
Motbukh 2-3,'4" E TOCT 1603-43. 

1. For thread tolerances on taps see OST VKS 7218. 

2. Taps up to ®/ib" diameter inclusive can be manufactured with external 
centers. 

3. Values of the shank diameter d for taps having rolled thread and for taps 
manufactured of calibrated rod are subject to change. 

4. A set consists of either two or three taps. 

5. Cut thread taps are manufactured in two degrees of accuracy: 

a) precision cut thread taps, marked with the. lettei E , 

b) commercial cut thread taps, marked with the letter H. 

6. Standard taps are manufactured right-hand. Left-hand taps arc furnished 
on special order. 

7. Designation of the taper tap of a set of three taps for English thread with 
diameter do = ^U"' 

Tap 3 -I- 3 / 4 '' GOST 1603-43. 

Ditto for the plug tap: 

Tap 3 -II- 3 / 4 " GOST 1603-43. 

Ditto for the bottoming tap, degree of accuracy E: 

Tap E GOST 1603-43. 

Ditto for the complete set of 3 taps: 

Taps 3 - 3 / 4 " E GOST 1603-43. 

I Ditto for a set of two taps, degree of accuracy E : 

1 Taps 2 - 3 / 4 " E GOST 1603-43. 


METHMKM py'IHME 

(no OCT HKM 4094) 

HAND TAPS 

(acc. to OST NKM 4094) 

t.JiH TpvGHoii puabGbi no OCT HKTEI 266 

for pipe thread acc. to OST NKTP 266 

rvIaTepna-n: y itnepoAMCTaH CTaJtb 

Material: carbon steel 



"-tit 

i 


1 Icsiunation of 

do 

Thread;; 

Dimensions in mm 

iZ. 


1 

d 


h 


13,158 

19 

65 

30 

11 

9 

12 

3: 

16,663 

19 

70 

30 

14 

11 

14 

1' 

20,956 

14 

80 

35 

18 

14,5 

17 

3// 

26,442 

14 

85 

35 

22 

18 

21 

1 

33,250 

11 

95 

40 

26 

20 

23 

1 1/4 

41,912 

11 

100 

40 

32 

24 

27 


47,805 

11 

105 

40 

38 

29 

32 

1 4 

53,748 

11 

115 

45 

42 

32 

35 

2 

59,616 

11 

120 

45 

50 

39 

42 

2 '/s 

75,187 

11 

130 

50 

60 

49 

52 

3 

87,887 

11 

140 

50 

65 

49 

52 



1. /tonycKM pe3t.6B.i MeTHMKOB — no OCT BKC 7218. 



'X CTeneHeii tohhoctm: 

а) noBbimeHHOii tohiioctm. oOooHanaeMbie ovk 

б) oSbiHHofi TOHHOCTH, o&03HaHae;Mfaie oyKBoil 


4 . CTaH^apTHbie MeTniiKH ii 3 roTOB.nHioTCH iipaBopo>K> iuhaim. Ail'i >111x^1 
iopexcymne iisroTOBJiaiOTCH no cnenMa.ntHOMy aanasy. 

5 . ODosHaHenne KOwnjieKTa weTHUKOB A-aa Tp>'6noii pe 3 b 6 bi Aiia- 
rpoM du— IV 2 " CTerieHM tohhoctii H: 

MeTHHKM H IV 2 " Tpy6. OCT HKM 4094. 

1. For thread tolerances on taps see OST VKS 7218. 

2. A set consists of two taps — taper and bottoming. 

3. Cut thread taps are manufactured in two degrees of accuracy: 

a) precision cut. thread taps, marked with the letter E; 

b) commercial cut thread taps, marked with the letter H. 

4. Standard taps are manufactured right-hand. Left-hand taps are furnished 
special order. 

5. Designation of a set of hand taps for pipe thread with diameter = I’/V', 
jree of accuracy H: 

Taps H IV 2 '' pipe OST NKM 4094. 


1 


METMMKM PYHHblE 

{no HopA'ra.jiM saBO^a nsroTOBHTejia) 
HAND TAPS 
(acc. to Maker’s Standard) 

A.7ia aBTOMODHJifaHoii pe 3 b 6 bi 
for automobile thread 
hlaTepna.ji: yrjiepoAitcTaH crajib 
Material: carbon steel 



" ' <rr~4TTl ■ 






1. ^onycKM pe3t.6Bi MexMMKOB — no HopMa.nn 3aB0Aa. 

2. Mothukm MsrOTOBJiHiOTCH KOMiLneK'r aMii Ji3 aeyx iirryK. 

3. MeTHj'iKH pa3MepoM so Va" bk.d. noroTOBJifnoTca c oopaTHMMii 
peHTpaMM. 

4. 06o3HaHeHwe MexHiiKa sjih aBTOMo6M.7ibHou peobSti sitaMerpoiM 
d„=^'8“ C HMCJIOM HMTOK 11 Ha 1": 

MeTHHK aBT. ^/8"X11 HopMa.HB saBOsa. 

1. Tolerances for the tap thread are acc. to Maker’s Standard. 

2. A set consists of two taps. 

3. Taps up to 1 / 4 '' diameter inclusive are furnished with external centers. 

4. Designation of a tap for automobile thread, diameter d„ = "’/g ' ' with 1 1 
threads per T ' : 

Auto tap ®/g'' X 11 Maker’s Standard. 



METHMKM l AE^HWE KOPOTKME 

(no rOCT B-1604-42) 

SHORT SHANK NUT TAPS 

(acc. to GOST R- 1604-42) 

S.TiJi .weTpHuccKOM I3e3b6bi no OCT tlKTll 32 ii 94, 
c liein.niicjDOBaHHbiM npocj 3 H.jiCM pesbGbi 
for Metric thread acc. to OST’ NKTP 32 and 94, cut-thread 
MaTopna/i: ymepo/mcTan cxa.TTb 
Material; carbon steel 





; ( 1 

.1 i h 


-- 


3 

0.5 

40 

12 

4 


4 

0.7 

50 

15 

5 


5 

0.8 

55 

16 

6 


6 

1 

60 

20 

6 


8 

1,25 

75 

25 

6 


10 

1.5 

85 

30 

7,5 


12 

1.75 

110 

35 

9 


14 

2 

120 

40 

10,5 


16 

2 

120 

40 

12,5 


18 

2,5 

125 

50 

14 


20 

2,5 

135 

50 

16 


22 

2,5 

145 

50 

18 


24 

3 

150 

i 60 

19 


27 

3 

160 

1 60 

22 


30 

3,5 

170 

i 70 

24 


i 36 

4 

180 

i 75 

28 


1 ^2 

4,5 

190 

85 

34 


i 48 

1 


200 

95 

38 



14,5 

14,5 



22 

26 

29 


25 

29 

32 


23 



1. ^i;onycKM pe3B6fci MeTHWKOB — no OCT BKC 7217. 

2. SHaneHMH ;jinaMeTpoB xboctob d ajih mothi-ikob c HaKaTaHHoil pest.- 
6on M fljiH mothukob, MsroTOBJieHHtix m 3 KajinSpoBaHHOro Mei'ajiJia, Moryx 
MSMeHHTBCH. 

3. MeTHHKM ^^MaMexpoM flo 10 mm bkji. MOryx nsroxoB-JiHXbCH c oopax- 

HbiMH penxpaMM. 

4. CxaHflapxHbie MexHWKM naroTOBjiaioxcH npaBopejKyipnMM. MeTHi-iKn 
jieBopejKyipwe mbfotobjihiotch no cnennajitHOMy saKaay. 

5. MexHMKM c HeuiJiMcJjOBaHHbiM npocJjMJieM pe3b6bi nsroxoB-naioTca 
AByx cxencHefi xomhocxm; 

а) noBbimennoM xohhocxm, o6o3HaHaeMbie 6yKBOM E; 

б) oGbIHHOM XOBHOCXM, oSoSHaMaCMbie OyKBOM H. 

6. 06o3HaHeHne raennoro KOpoxKoro MexMMKa fl.na MexpunecKOH 
pesbGbi a;MaMeTpoM do == 12 mm, mar s=l,75 mm, cxenenb xohhocxh H. 

MexHMK M 12X1,75 H TOCT B-1604-42. 

1. Tap thread tolerances are acc. to OST VKS 7217. 

2. Values of the shank diameter d for taps with rolled thread and for taps 
manufactured of calibrated rods are subject to change. 

3. Taps up to lO mm diameter inclusive can be manufactured with external 
centers. 

4. Standard taps are manufactured right-hand. Left-hand taps are furnished 
on special order. 

5. Cut thread taps are furnished in two degress of accuracy: 

a) precision cut thread taps, marked with the letter E; 

b) commercial cut thread taps, marked with the letter H 

6. Designation of a short shank nut tap for Metric thread with diameter 
do = \2 mm, pitch j = 1.75 and degree of accuracy H: 

Tap M12X1.75 H GOST B-1604-42. 





metm:mkm taehhme kopotkme 

(no rOCT B-1605-42) 

SHORT SHANK NUT TAPS 

(acc. to GOST B-1605-42) 

jl.nH ffiOHMOBOM pesbSbi HO OCT HKTIl 1260, 
c HemjiMc|)OBaHHbiM npo43MJieM pesbGbi 
for English thread acc. to OST NKTP 1260, cut thread 
MaxepHaji: yrjiepoAMcxaa cxajib 
Material: carbon steel 



TioMinia.i MiLir 

Nominal th 

AitaMeTppeai.Ofci 

read diameter 
do 

HHTOK 


D 

PaiMepiJ B M 

imensions in j 

Im 




Threads 

L 

i 


- 

h 

V 4 

6,350 

20 

65 

25 

6,5 

4,9 

8 

Vjb 

7,938 

18 

80 

30 

6 

4.9 

8 

% 

9,525 

16 

90 

35 

7 

5,5 

8 

Va 

12,700 

12 

100 

40 

9 

7 

10 

Vs 

15,875 

11 

120 

45 

12,5 

10 

13 

Vs 

19,050 

10 

135 

50 

15 

12 

15 

Vs 

22,225 

9 

145 

50 

18 

14,5 

17 

1 

25,400 

8 

160 

60 

20 

16 

19 

1 Vs 

28,575 

7 

165 

65 

22 

18 

21 

1 v^ 

31,750 

7 

165 

65 

26 

20 

23 

1 Vs 

38,100 

6 

175 

75 

32 

24 

27 

• “,'4 

44,450 

5 

195 

95 

36 

29 

32 

2 

50,800 

4,5 

200 

100 

42 

32 

35 






1. JHonycKM pe3b6t.i MeTHMKOB — no OCT BKC 7218. 

2. SnaneHMH AnaMOTpoB xboctob mothukob c HaKaTaHHOii pe3fa6oil 

H AJIH MeTHHKOB, MSrOTOBJieHHBIX M3 KaJIMSpOBaHHOFO MOTajUia, MOryT 113- 
MeHHTBCH. 

3. Mothmkm A^aMeTpoM ao ^/a “ bkji. MoryT mstotobjiiitbch c o6paTHi>iMM 
peHTpaiviM. 

4. CTaHAapTHBie MeTHMKM MSrOTOBJIHIOTCH npaBOpeXCyipMMM. MeTHMKII 
jieBopexcymMe MaroTOBJiaiOTca no cnepMaJiBHOMy saKaoy. 

5. MexHMKM c HeuiJiHe^OBaHH'biM npocJiMJieM pe3B6bi msfotobjihiotch 
A syx cTeneHeii tohhoctm: 

а) noBbimeHHOM tohhoctm, oGosnanaeMbie 6yKBOM E; 

б) o6bihhom tobhoctm, o6o3HaHaeMBie GyKBoii H. 

6. OSosHaneHMe raeanoro KopoTKOro MexHMKa a-Jih akjmmobom pe3b6bi 
AMBMexpOM 1^/4", cxeneHb xohhocxm H; 

MexHMK 13 / 4 " H rOCT B-1605-42. 



1. Tap thread tolerances are acc. to OST VKS 7218. 

2. Values of the shank diameter for taps with rolled thread and for taps 
manufactured of calibrated rod are subject to change. 

3. Taps up to ^/g" diameter inclusive can be manufactured with external 
centers. 

4. Standard taps are right-hand. Left-hand taps are furnished on special order. 

5. Cut thread taps are manufactured in two degress of accuracy: 

a) precision cut thread taps, marked with the letter E; 

b) commercial cut thread taps, marked with the letter H. 

6. Designation of a short shank nut tap for English threads with diameter 
do= ^^/i" and degree of accuracy H: 

Tap 13/4" H GOST B-1605-42. 



METHMKM TAEHHblE /tJIMHHblE 

(no rOCT B-1606-421 
LONG SHANK NUT TAPS 
(acc. to GOST B- 1606-42) 

AJiH MexpMHecKoii pesBOti no OCT HKTn 32 co uiJiMcjDOBaHH&iM 

npocJiMJieM pe3£.6Bi. 

for Metric thread acc. to OST NKTP 32, ground thread 
Maxepnaji: SticxpopexcymaH cxajiB 
Material: high speed steel 





lioMHuaji 

.IliaMOTp 

diameter, mm 
do 

Pan.Mepbi a mm 

Dimensions in mm 

IJIar pe'jbfiT.i 
Pitch 

L 

1 

d 


h 

6 

, 

120 

20 

4,5 

3,4 

6 

8 

1,25 

135 

25 

6 

4,9 

8 

10 

1,5 

150 

30 

7,5 

6,2 

9 

12 

1,75 

180 

35 

9 

7 

10 

14 

2 

195 

40 

10,5 

8 

11 

16 

2 

210 

40 

12,5 

10 

13 

18 

2,5 

240 

50 

14 

11 

14 

20 

2,5 

250 

50 

16 

12 

15 

22 

2,5 

270 

50 

18 

14,5 

17 

24 

3 

290 

60 

19 

14,5 

17 

27 

3 

300 

60 

22 

18 

21 

30 

3,5 

310 

70 

24 

18 

21 

36 

4 

330 

75 

28 

22 

25 

42 

4,5 

350 

85 

34 

26 

29 

48 

5 

370 

95 

38 

29 

32 







1. J];onycKM pe3&6Bi Mex'^MKOB — no OCT BKC 7217. 

2. MexHMKM flnaMexpoM flo 10 mm bkji. Moryx nsroxoBJiHXbCH c oSpax- 
hbimh peHxpaMM. 

3. Ho cnepnajiBHOMy saKaay Moryx 6 bixb nsroxoBJieHBi MexHHKn c 
6ojiee fljiMHHBiM MjiH 6ojiee KopoxKWM xBocxoM, a xaKJKe c MHOii cjDopMoi-i 
KOHpa (jionaxKa, cJaacKa, KanaBKa n x. n.). 

4. Cxan^apxHBie mox^hkh msfoxobjihioxch iipaBopeBcymuMi-i. Mcxhukm 
J ieBopejKymMe nsroxoBJiaioxcH no cnepnajiBHOMy Baxasy. 

5. MexHMKH CO lUJiHcJjoBaHHBiM npo(|)HjieM pcsbObi nsroxoBjiHioxcn 
.ziiByx cxeneHefi tohhocxm: 

а) noBBimcHHOM xobhocxm, oSosHanaeMBie 6yKBOM C; 

б) o6BiHHoii xoHHOcxn, oGosnanaeMBie OyKBon D. 

6. Mcxhmkm /i;MaMexpoM CBBime 10 mm nsroxoBjiHioxcn cBapnBiMM. 

7. nOBBimeHMH cxomkocxm, mcxhmkm nOABcpraioxcH nHaHMpoBaHMio. 

8. O603HaHeHMe raennoro ajimkhoxo MCXHMKa ajih MCxpMHecKOM pe3B6Bi 
AMaMCxpoM do = 22 mm, mar s = 2,5 mm, cxencHB xohhocxm D : 

Mcthmk M 22X2,5 D TOCT B-1606-42. 


1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 10 mm diameter inclusive can be manufactured with external 
centers. 

3. On special order taps can be manufactured with longer or shorter shanks. 
The shank end may be made in any desirable form — tang, groove, chamfer, etc. 

4. Standard taps are right-hand. Left-hand taps are furnished on special order. 

5. Ground thread taps are manufactured in two degrees of accuracy: 

a) precision ground thread taps, marked with the letter C; 

b) commercial ground thread taps, marked with the letter D. 

6. Taps from 10 mm diameter and up are jam welded. 

7. The taps are cyanided to increase their durability. 

8. Designation of a long shank nut tap for Metric thread with do = 22 mm, 
pitch s = 2.5 mm and degree of accuracy D : 

Tap M 22x2.5 D GOST B-1606-42. 


METHMKM FAEHHblE AJIMHHblE 

(no rOCT B-1606-42) 

LONG SHANK NUT TAPS 
(acc. to GOST B-1606-42) 

p..jin MCxpMHecKOM pcbbSbi no OCT HKTII 32, c nemJiMclJOBaHHBiM 
npocfjMJieM pcbbSbi 

for Metric thread acc. to OST NKTP 32, cut thread 
Maxepnaji; yrjiepo«MCxaH cxajiB 
Material : carbon steel 







1. JIonycKM pesfaGt.! MeTHWKOB — no OCT BKC 7217. 

2. MeTHnKM AwaivieTpoM ao 10 mm bkji. Moryx MsroTOBJiHTBCH c oGpax- 
HBIMM U;eHXpaMM. 

3. Ho cnepMa.nBHOMy saKasy Moryx Gbixb HaroxoBJieHBi mcxhiikm c 
G ojiee AJiMHHbiMM mjim Gojiee kopoxkhmm xBOCxaMn, a xaKJKe c mhow (^opMOii 
KOHpa (jionaxKa, cJjacKa, KanaBKa m x. n.). 

4. CxaHAapxHbie moxbukm mbtoxobjihioxch npaBopejKyinMMw. MexHWKw 
JieBopexcymne msxoxobjibioxch no cneijKtajibHOMy BaKasy. 

5. MeXHMKM C HemjIMCj30BaHHbIM npOC|)HJieM pe3b6bl WBXOXOBJIHHDXCa 
AByx cxeneHefi xohhocxm: 

а) nOBbiiueHHOM xohhocxm, oGosHanaeMbie GyKBOM E; 

б) oGbiHHOM XOHHOCXM, oGosHaHaoMbie GyKBoii H. 

6. OSosHaneHMe racHHoro a-tokhoxo MexHMxa ajih MexpMHeCKOii pesbGbi 
AMaMCxpoM d„ = 22 mm, mar s = 2,5 mm, cxencHb xohhocxm H: 

MexHMK M 22X2,5 H EOCT B-1606-42. 


1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 10 mm diameter inclusive can be manufactured with external 
centers. 

3. Taps with longer or shorter shanks can be manufactured on special order. 
The shank end may be made in any desirable form — tang, groove, chamfer, etc. 

4. Standai'd taps are right-hand. Left-hand taps are furnished on special order. 

5. Cut thread taps are manufactured in two degrees of accuracy: 

a) precision cut thread taps, marked with the letter E; 

b) commercial cut thread taps, rnarked with the letter H. 

6. Designation of a long shank nut tap for Metric thread, = 22 mm, pitch 
j = 2.5 mm and degree of accuracy H: 

Tap M 22x2.5 H GOST B-1606-42. 



METHMKM TAEHHblE J^JIMHHBIE 

(no OCT HKTM 20130-39) 

LONG SHANK NUT TAPS 

(acc. to OST NKTM 20130-39) 

AJIH mchkom MexpHHecKOM pesbGbi, l-a MCjiKaa no OCT HKTII 271, 
CO mjiMcljOBaHHbiM npocJjMJiCM pesbSbi 
for Metric fine thread, series 1 acc. to OST NKTP 271, ground thread 
MaxepMa.ji; 6 bicxpopeoKyu;aH cxajib 
Material: high speed steel 


' I i 



lU arpori 1.01,1 


d 


do 


6 

8 

10 

12 

14 

16 

18 

20 

22 

24 

27 

30 

33 


0,75 100 

1 115 

1 125 

1,25 155 

1,5 165 

1,5 180 

1,5 195 

1,5 205 

1,5 215 

2 245 

2 255 

2 255 

2 255 


20 

25 

25 

35 

40 

40 

40 

40 

40 

55 

55 

55 

55 


4.5 3,4 

6 4,9 

8 6,2 

9.5 8 


13 

14 
16 
18 
20 
22 
24 
26 


9 

10 

11 

12 

14,5 

16 

18 

18 


h 


6 




20 


21 

23 


31 








2 . MexHHKM AMPMexpoM AO 10 mm bkji. MOryx i-isxoxobjihxbch c o 6 pax- 
HblMM peHXpaMM. 


3. rio cnepwajiBHOMy saKaay Moryx 6bixb MBXoxoBJieHBi mcxhhkh c 
6ojiee A'Jimhhbim mjim 6ojiee KopoxKHM xbocxom, a xaK^^^e c mhoh (^jopMoii 
KOHpa (jionaxKa, c|3acKa, KanaBKa m x. n.). 

4. CxaHAapxHbie MexHMKii HsroxoB-XHioxcH npaBope>K\'iij;iiMi<[. MexHXiKH 
JieBopejKyinMe mbxoxobjihioxch no cnepMajibHOMy aaKasy. 

5. MeXHMKM CO IlIJIMC{30BaHHbIM npO^DnjICM peBtObl I'lSrOTOBJlHIOTCH 
AByx cxenenen xohhocxh: 

а) noBbimeHiioM xohhocxm, o6o3HaHaeMBie 6yKBOH C; 

б) o6biHHOM XOHHDCXM, o6o3HaHaeMt.ie GyKBoii D. 

6. MexHHKM AwaMexpoM CBMilie 10 mm nsroxoBJiHroxcH CBapHbiMii. 

7. noBBimeHJ-iH cxoiiKOcxn MexHMKw noAsepraiOTCH pnaHupoBaHiiK). 

8. OGosHaneHiie xaenHoro A-ai-iHHoro Mexm-ixa a-^h MejiKoil Mcxpii- 
necKOi-i pesbGbi co m.XM(|30BaHHbiM npo^^nnoM A^aMexpoM d„ =^- 22 mm. 
mar s = l,5 mm, cxenenb xobhocth D: 

MexHHK 22X1,5 D OCT HKTM 20130-39. 

1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 10 mm diameter inclusive can be manufactured with external 
centers. 

3. Taps with longer or shorter shanks can be manufactured on special order. 
The shank end may be made in any desirable form — tang, groove, chamfer, etc. 

4. Standard taps are right-hand. Left-hand taps are furnished on special order. 


5. Ground thread taps are manufactured in two degrees of accuracy: 


a) precision ground thread taps, marked with the letter C; 

b) commercial ground thread taps, marked with the letter D. 


6. Taps 10 mm diameter and above are jam welded. 


7. The taps are cyanided to increase their durability. 



METHMKM TAETOBIE ,I^JIIIHHbIE 

(no OCT HKTM 20130-39) 

LONG SHANK NUT TAPS 

(acc. to OST NKTM 20130-39) 

AJiH MexpnnecKOM mcjikom pesbSbi, 2 -h mcjikuh no OCT HKTfl 272, 
co lujincjjOBaHHbiM npocJjMjieM pesbObi 
for Metric fine thread, series 2 acc. to OST NKTP 272, ground thread 
MaxepMa,ji: 6bicxpope>Kyiij;aH cxajib 
Material: high speed steel 


^-C>- 








IliiMisnajii.Hbifi 

.IIIOMOTJ) 

PO jlCi.i, -m.m 

diameter, mm 
do 

PO'lMOf)!.! H MM | 

Dimensions in mm j 

“‘‘''pitch'' 

L 

1 

d 


h 

6 

0,5 

95 

14 

4,5 

3,4 

6 

7 

0,5 

100 

14 

5,5 

4,3 

7 

8 

0,75 

110 

20 

6 

4,9 

8 

9 

0,75 

120 

20 

7 

5,5 

8 

10 

0,75 

120 

20 

8 

6,2 

9 

11 

0,75 

135 

20 

9 

7 

10 

12 

1 

150 

25 

9,5 

8 

11 

14 

1 

155 

25 

11 

9 

12 

16 

1 

170 

25 

13 

10 

13 

18 

1 

185 

25 

14 

11 

14 

20 

1 

195 

25 

16 

12 

15 

22 


205 

25 

18 

14,5 

17 

24 

1,5 

230 

40 

20 

16 

19 

21 

1,5 

240 

40 

22 

18 

21 






HOMIIHaJILIlLlil 
AwaMexp 
pe3L6l>I, MM 

Dimensions in mm 

Nominal thread 
diameter, mm 

IJIar po3i>6i.i 

L 

1 

d 


h 

30 

1,5 

240 

40 

24 

18 

21 

33 

1,5 

240 

40 

26 

20 

23 

36 

2 

255 

55 

28 

22 

25 

39 

2 

255 

55 

32 

24 

21 

42 

2 

265 

55 

34 

26 

23 

45 

2 

265 

55 

36 

29 

32 

48 

2 

265 

55 

38 

29 

32 

52 

2 

265 

55 

42 

32 

35 


1. ^onycKM pesBSbi MexHMKOB — no OCT BKC 7217. 

2. MexHHKM flwaMexpOM flo 10 mm bkji. Moryx MBroxoBJiHXbcn c o6pax- 
HblMM peHXpaMM. 

3. Ho cnepnajiBHOMy saKasy Moryx 6bixb MsroxoBJieHBi moxhukm c 
S ojiee fljiMHHbiM MJiM 6ojiee KOpoxKWM xbocxom, a xaKJKe c jihoh 
c|>opMofi KOHu,a (jionaxKa, cJjacKa, KanasKa m x. n.). 

4. CxaH;];apxHBie moxhmkm M3roxoB.nHK)xcH npaBopejKymwMM. Moxhukh 
JieBopejKyiuiMe msfoxobjihioxch no cnepnajiBHOMy saKaay. 

5. MexHMKM CO mjiM4)OBaHHibiM npo<|)mieM pesbObi wsroxoBJiHioxCH 
AByx cxeneHeii xonHOcxn: 

а) noBbiuieHHOM xohhocxm, o6o3HaHaeMbie SyKson C; 

б) o6bIHHOM XOHHOCXM, o6o3HaHaeMbie OyKBOM D. 

6. MexHMKM flnaMexpoM CBbime 10 mm nsroxoBJiHioxcH CBapHbiMii. 

7. TIjih noBbimeHMH cxomkocxm moxhukm noaiBepraioxca pnaHiipoBaHiiK). 

8. 06o3HaHeHMe raennoro flJiMHHoro MexHMKa ffjin mojikom Mexpn- 
HecKoil pe3b6bi co mjinc|ioBaHHbiM ripocIJMJieM pesbObi AwaMexpoMd, 24mm, 
mar s= 1,5 mm, cxenenb xohhocxm D: 

MexHHK 24X1,5 D OCT HKTM 20130-39. 


1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 10 mm diameter inclusive may be manufactured with external 
centers. 

3. Taps with longer or shorter shanks can be manufactured on special order. 
The shank end may be made in any desirable form — -tang, groove, chamfer, etc. 

4. Standard taps are right-hand. Left-hand taps are furnished on special order. 

5. Ground thread taps are manufactured in two degrees of accuracy : 

a) precision ground thread taps, marked with the letter C ; 

b) commercial ground thread taps, marked with the letter D. 

6. Taps 10 mm diameter and above are jam welded. 

7. The taps are cyanided to increase their durability. 

8. Designation of a long shank nut tap for Metric fine threads with e/„ = 24 mm, 
pitch j = 1.5 mm, ground thread, degree of accuracy D: 

Tap 24x1.5 D OST NKTM 20130-39. 


METHMKM TAE^HblE j^JIMHHblE 

(no rOCT B-1607-42) 



LONG SHANK NUT TAPS 
face, to GOST B-1607-42) 

/^JIH fliOMMOBOM pesbbbi HO OCT HKTIT 1260, co mJiHcboBaHHbiM 
ripocbi-iJieM pe3b6bi 

for English thread ace. to OST NKTP 1260, ground thread 
MaxepMa.n: GbicxpopextymaH cxajtb 
Material: high speed steel 



' I — ^ ---I * 



1 1 o.M!ina;ii.ui.iii .inaMCTp pe3i.6i.i 
Nominal thread diameter 
do 

Mnojio 

Pa^MCpi.T B MM 

Dimensions in mm 

in inches 

in mm 

Threads 
per inch 

L 

1 

d 

« 

h 

Vt 

6,350 

20 

120 

25 

4,5 

3.4 

6 

Vt6 

7,938 

18 

135 

30 

6 

4,9 

8 

Vs 

9,525 

16 

150 

35 

7 

5,5 

8 

Vs 

12,700 

12 

180 

40 

9 

7 

10 

Vs 

15,875 

11 

210 

45 

12,5 

10 

13 

V4 

19,050 

10 

240 

50 

15 

12 

15 

Vs 

22,225 

9 

270 

50 

18 

14,5 

17 

1 

25,400 

8 

300 

60 

20 

16 

19 

IVs 

28,575 

- 7 ■ 

310 

65 

22 

18 1 

21 

1 Vt 

31,750 

7 

320 

65 

26 

20 

23 

1 Vs 

38,100 

6 

340 

75 

32 

24 

27 

1 V4 

44,450 

5 

360 

95 

36 

29 

32 

2 

50,800 

4,5 

380 

100 

42 

3S 

35 


35 




1. AonycKM pe3i>6Bi MeT^MKOB — no OCT BKC 7218. 

2. MeTHHKM AnaMexpoM flo ^/a" bkji. Moryr nsroTOBJiHTtcH c o6paT- 
HblMM peHTpaMM. 

3. Ho cnepnajibHOMy aanasy MoryT 6 bitb MsroTOB.JieHBi mothukm c 
6ojiee pjiMHHbiM MjiM 6ojiee kopotkmm xboctom, a TaK>Ke c mhom cJjopivioH 
KOHpa (jionaTKa, c|)acKa, KanaBKa m t. n.). 

4. CTanpapTHbie mgthmkm nsroTOBJinroTCH npaBopencymMMM. MeTHMKw 
JiGBopeniyipne iisroxoBJiHiOTca no cnepnajiBHOMy saxasy. 

5. MeTHMKn co mjiMc|)OBaHHBiM npoc|)M.7ieM pe3B6bi nsroTOBJiaiOTCH 

AByx CTeneneM tohhoctm: 

а) noBBinieHHoii tohhoctm, oGosHanaeMbie 6yKBOH C; 

б) o6bihhom TOHHOCTM, o6o3HaHaeMbie SyKBon D. 

6. Mcthmkm pwaMCTpoM CBBime naroxoBJiHioTCH cBapHbiMM. 

7. JXjIB nOBBimCHMH CTOMKOCTM MCTHMKM nOpBCpraKiTCfl pMaHMpOBaHMK). 

8. 06o3HaHeHMe raennoro pjiMHHoro MCTHMKa pjin piommobom pcsbGbi 
CO niJIMCljOBaHHBIM npOCfjMJICM PCSbSbI pMaMCTpOM do --=lV4", CTCnCHB TOH- 
HOCTM D: 

Mcthmk IV 4 " D rOCT B-1607-42. 

1. For thread tolerances on taps see OST VKS 7218. 

2. Taps up to 3 / 3 " diameter inclusive can be manufactured with external 
centers. 

3. Taps with longer or shorter shanks can be manufactured on special order. 
The shank end may be made in any desirable form — tang, groove, chamfer, etc. 

4. Standard taps are right-hand. Left-hand taps are furnished on special order. 

5. Ground thread taps are manufactured in two degrees of accuracy: 

a) precision ground thread taps, marked with the letter C; 

b) commercial ground thread taps, marked with the letter D 

6. Taps over ^/g" diameter are jam welded. 

7. The taps are cyanided to increase their durability. 

8. Designation of a long shank nut tap for English thread with diameter 

do = ground thread and degree of accuracy D: 




METHMKM FAEHHBIE flJIMHHfclE 
(no rOCT B-1607-42) 

LONG SHANK NUT TAPS 
face, to GOST B-1607-42) 

AJiH pioMMOBOii pcsbGbi HO OCT HKTII 1260, c HeiH.nMcjjOBaHHBiM 
npoc|)M.rieM pcsbObi 

for English thread acc. to OST NKTP 1260, cut thread 
MaTcpMaji: yrjiepopMCTaH CTajib 
Material: carbon steel 
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Nominal th 

THaMCTp PC3L6I.I 
ead diameter 

per inch 


B jioftMax 

in' mm 

L 

1 

V. 

6,350 

20 

120 

25 


7,938 

18 

135 

30 

Vs 

9,525 

16 

150 

35 

Vs 

12,700 

12 

180 

40 

Vs 

15,875 

11 

210 

45 


19,050 

10 

240 

50 

vl 

22,225 

9 

270 

50 

1 

25,400 

8 

300 

60 

IVs 

28,575 

7 

310 

65 

!V4 

31,750 

7 

320 

65 

IVs 

38,100 

6 

340 

75 

iVi 

44,450 

5 

360 

95 

2 

50,800 

4,5 

380 

100 




4.5 
6 

7 

9 

12.5 
15 
18 
20 
22 
26 
32 
36 
42 


3.4 
4,9 

5.5 
7 

10 

12 

14,5 

16 

18 

20 

24 

29 

32 


6 

8 

8 

10 

13 

15 

17 

19 

21 

23 

27 

32 

35 


4,5 


37 
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1- AonycK pe3b6bi iwrexHHKOB — no OCT BKC 7218. 

2. Mothmkm AwaMerpoM ao ^/s" bkji. Moryx MsroxOBjiHXBCH c o6pax- 
HblMM peHXpaMM. 

3. Ho cnepwajiSHOMy sanasy Moryx dbixb MsroxoBJieHti MexnnKM c 
6 ojiee AJiMHHbiM MjiM 6ojiee KopoxKWM xbocxom, a xbkjko c mhom cJjopMoii 
KOHpa (jionaxKa, cJjacKa, KanasKa m x. n.). 

4. CxaHAapxHBie moxhi-ikm msfoxobjibioxch npaBopeJKyinMMn. MexHMKii 
jieBopeJKymne WBroxoBjiaioTCH no cnepnajibHOMy saKasy. 

5. MeXHHKH C HeniJIIl<J)OBaHHbIM npOCjjMJIOM pe3b6L.I WarOXOBJIHIOTCH 
AByx cxenetrefi xohhocxm; 

а) noBBiineHHOM xohhocxm, o6o3HaH:aeMbie 6yKBOM E; 

б) o6bihhom XOHHOCXM, o6o3HaHaeMbie 6yKBOM H. 

6 . 06o3HaHeHMe raennoro A->TMHHoro MOXHMKa a-hh aiommobom pe3B6bi 

AnaMexpoM do cxencHB xohhocxm H: 

MexHMK IV4" H rOCT B- 1607-42. 


1. For thread tolerances on taps see OST VKS 7218. 

2. Taps up to ®/s" diameter inclusive can be manufactured with external 
centers. 

3. Taps with longer or shorter shanks can be manufactured on special order. 
The shank end can be made in any desirable form — tang, groove, chamfer, etc. 

4. Standard taps are right-hand. Left-hand taps are furnished on special order. 

5 . Cut thread taps are manufactured in two degrees of accuracy: 

a) precision cut thread taps, marked with the letter E; 

b) commercial cut thread taps, marked with the letter H. 

6. Designation of a long shank nut tap for English thread with diameter 

do — and degree of accuracy H: 

Tap 11 / 4 " H GOST B- 1607-42 





METHMKM MAUIMKHWE 

(no rOCT 3266-46) 

MACHINE TAPS 

(acc. to GOST 3266-46) 

jX-TiH MexpMHecKOM pe3b6bi no OCT HKTII 32 m 94, 

CO mjiMc|30BaHHbiM npoc|3MjieM pesbGbi 
for Metric thread acc. to OST NKTP 32 and 94, ground thread 
MaxepMan: 6bicxpope>KyniaH cxajib 
Material: high speed steel 



;XHaM(?Tp 

ra iMepi.i R MM 

Dimensions in mrn 

Nominal thread 
diameter, min 
do 

Pitch 

L 

1 

d 


/i 

P 

di 

R 

3 

0,5 

40 

16 

4 

3 

6 

12 

3,5 


4 

0,7 

45 

18 

5 

3,8 

7 

13 

4,5 


5 

0,8 

50 

20 

6 

4,9 

8 

15 

5 


6 

1 

50 

20 

6 

4,9 

8 

15 

5 

3 

8 

1,25 

60 

25 

6 

4,9 

8 

15 

5 


10 

1,5 

60 

25 

8 

6,2 

9 

16 

7 


12 

1,75 

70 

30 

9 

7 

10 

17 

8 


14 

2 

75 

35 

11 

9 

12 

19 

9 


16 

2 

80 

35 

13 

10 

13 

20 

11 


18 

2,5 

90 

40 

14 

11 

14 

22 

12 


20 

2,5 

90 

40 

16 

12 

15 

23 

14 


22 

2,5 

95 

40 

18 

14,5 

17 

25 

16 


24 

3 

100 

45 

20 

16 

19 

27 

18 

5 

27 

3 

105 

45 

22 

18 

21 

29 

20 


30 

3,5 

115 

50 

24 

18 

21 

30 

22 


36 

4 

130 

55 

28 

22 

25 

36 

25 


42 

4,5 

145 

60 

34 

26 

29 

42 

31 


48 

5 

160 

65 

38 

29 

32 

46 

35 






OCT BKC 7217. 





1 . HonycKH pesfaGfai ivteTHMKOB — no 

2 . Mcthukm flMaMeTpoM ao 8 mm bkji. Moryx MsroxoBjiHTBCH c o 6 pax- 
HBiMM penxpaMM. 



3 . CxaHAapxHbie MexMMKM nsroxoBJiHioxcH npaBopejKyipMMM. MexHUicri 
JieBope>Kyin;Me nsroxoBJinioxcH no cnepnajitHOMy saKasy. 

4. MexHMKM CO m.xn(|)OBaHHbiM npoclji-i-ncM pesbdbi H3roxoB.xaK)TCB 
AByx cxenenen xohhocxh: 


а) noBbimeHHofi xohhocxm, oGosHanaeMbie SyKBon C; 

б) o6biHHOM xoHHOcx'xi, o6o3HaHaeMbie SyKBoil D. 


5. MexHUKM AiiaMexpoM cBbime 8 mm nsroxoBJinioxca cBapHbiMi-i. 

6. MexnnKM naroxoBjimoxcH b OAHOinxynnoM n KOMruieKXHOM — AByx- 
UJXyHHOM MCnOJlHeHMM. 


7 . Hjih noBbimeHMH cxomkocxm Mexanjcn noflBepraioxcH pManapoBaHHio. 

8 . - 06 o 3 HaHeHHe MamwHHOro MexnnKa ajih MCxpMnecKOn pe 3 b 6 bi Ana- 
MexpoM d„ = 22 MM, mar s — 2,5 mm, cxenenb xohhocxm D: 

MexHMK M 22X2,5 D TOCT 3266-46. 


1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 8 mm diameter inclusive can be manufactured with external 
centers. 

3. Standard taps are right-hand. Left-hand taps are furnished on special order. 

4. Ground thread taps are manufactured in two degrees of accuracy: 

a) precision ground thread taps, marked with the letter C; 

b) commercial ground thread taps, marked with the letter D. 

5. Taps over 8 mm diameter are jam welded. 

6. Taps may be supplied either in a set of two taps or as a single tap. 

7. The taps are cyanided to increase their durability. 

8. Designation of a machine tap for Metric thread do = 22 mm, pitch s = 2.5, 
degree of accuracy D: 

Tap M 22x2.5 D GOST 3266-46. 





METM[MKM MAinWHHblE 

(no rOCT 3266-46) 

MACHINE TAPS 

(acc. to GOST 3266-46) 

AJiH MCxpnnecKOM pe3b6bi, 1-h MOJiKaa no OCT HKTII 271, 

CO mjiM^JOBaHHbiM npocj^MjieM pe3b6bi 
for fine Metric threads series 1 acc. to OST NKTP 27 1 , ground thread 
Maxopnaji: CbicxpopejKymaH cxaJib 
Material; high speed steel 




,TnaMCTp 

PanMopM K HIM 

Dimensions in inm 

Nominal thread 
diameter, mm 

do 

IlJar porihow 
Pitch 

L 

/ 

d 

« 

k 

P 

^^1 

R 

3 

0,35 

40 

16 

4 

3 

6 

12 

3,5 


3,5 

0,35 

40 

16 

4 

3 

6 

12 

3,5 


4 

0,5 

45 

18 

5 

3,8 

7 

13 

4,5 


5 

0,5 

50 

20 

6 

4,9 

8 

15 

5 


6 

0,75 

50 

20 

6 

4,9 

8 

15 

5 

3 

8 

1 

60 

25 

6 

4,9 

8 

15 

5 


10 

1 

60 

25 

8 

6,2 

9 

16 

7 


12 

1,25 

70 

30 

9 

7 

10 

17 

8 


14 

1,5 

70 

30 

11 

9 

12 

19 

9 


16 

1,5 

75 

30 

13 

10 

13 

20 

11 


18 

1,5 

85 

35 

14 

11 

14 

22 

12 


20 

1,5 

85 

35 

16 

12 

15 

23 

14 

5 

22 

1,5 

90 

35 

18 

14,5 

17 

25 

16 


24 

2 

95 

40 

20 

16 

19 

27 

18 


27 

2 

100 

40 

22 

18 

21 

29 

20 










lIo.MHiiaJibin.in 

AHilMCTp 

peibOT.I, MM 

Nominal thread 
diameter, mm 
do 

PanMepi.i h mm 

Dimensions in mm 



niar viVii.Cn.i 

L 

1 

d 


h 


di 

R 

30 

2 

110 

45 

24 

18 

21 

30 

22 


33 

2 

115 

45 

26 

20 

23 

34 

23 


* 36 

3 

130 

55 

28 

22 

25 

36 

25 


i 39 

3 

135 

55 

32 

24 

27 

40 

29 


1 42 

3 

145 

60 

34 

i 26 

1 29 

42 

31 

i ^ ; 

! 45 

3 

150 

60 

36 

1 29 

1 32 

i 

33 


1 48 

3 

160 

65 

38 

1 29 

1 32 

1 46 

35 


i 52 

3 - 

165 

65 

i 42 

i 32 

I 35 

I 50 

i 

39 


1. /];onycKM pesBObi MeTHiiKOB no OCT BKC 7217. 

2. MeTHPiKH .miaMCTpoM AO 8 mm bk.7i. MorvT HsroTOB-nHTbca c oGpax- 


METHMKM MAIUMHHblE 

(no rOCT 3266-46) 

MACHINE TAPS 
(acc. to GOST 3266-46) 

AAh MeTpnHecKofi pesbSBi, 2 -h mojikah no OCT HKTIl 272, 

CO uiJincJjOBaHHbiM npoc|DnjieM pestSti 

for fine Metric thread acc. to OST NKTP 272, ground thread 
MaTepnaji: 6t.icTpopejKyuj,aH ctbab 
Material: high speed steel 



HblMH peHTpaMH. 

3 . CTaHAapTHBie MeTHiiKit iiaroToanHioTCH npaBopeJKymw.MH. MoTHUKn 
jiCBopencymne TisroTOB.nHioTcn no crienna.nbHOMv sanaBy. 

4. MeTHHKii CO iujiri450BaHHbiM npoc|3H,TieM peBbGbi nsi OTOBnaroica 

ABV.x; cTenenen touhoctii; 

a) noBbiuieHHoii tomhoctii. oSosHanaeMbie GvKBOii C. 


SF^ 


4 



p-\ 

--4 



6) oGbiHHOif TonHOCTti, oSoBHanacMbie SyKsoir D. 

5. MeTBiiKU AitaMCxpoM cBbiuie 8 -mm iisroTOBaHroTCH cBapHbiMii. 

6. MeTHIIKH nSrOTOBJIBIOTCH B OAHOmTVHHOM n KOMineKT HOM Ab,. x 

inxyHiiOM Ticno.xHeHiiiL 

7. nOBblLUCHIIH CTOflKOCTII MeTHAKII nOABepraiOTCfl miaHHpuBaHHio. 

8. OGoBHaHenne MamiiHHoro MexMiiKa a-jih 1-n Me.-iKoii MeTpnnccKoii 
pesbGbi AiiaMexpoM d,-22 mm. mar s - 1.5 mm. cxeneiib tohhoctu D; 

Mothiik 1 M 22XL5 D TOCT 3266-46. 

1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 8 mm diameter inclusive can be manufactured with external 
centers. 

3. Standard taps are right-hand. Left-hand taps are furnished on special ordei . 

4. Ground thread taps are manufactured in two degrees of accuracy: 

! a) precision ground thread taps, marked with the lettei C, 

b) commercial ground thread taps, marked with the letter D. 

5. Taps over 8 mm diameter are jam welded. 

6. Taps may be supplied either in a set of two or as a single tap 

■ 7. The taps are cyanided to increase their durability. 

i 8. Designation of a machine tap for fine Metric threads, series \,do = 22 mm, 

[ I pitch j = 1.5 mm, degree of accuracy D: 

• Tap 1 M 22 X 1.5 D GOST 3266-46. 


riO.MIIHajlLHLlH 

Nominal thread 
lame^er. mm 



PniMCpLI 

Dimensions 

in ml 





L 



h 

P 

di 

R 

6 

0.5 

45 

16 

6 

4,9 

8 

15 

5 


7 

0,5 

45 

16 

5,5 

4,3 

7 

13 

5 


8 

0,75 

55 

20 

6 

4,9 

8 

15 

5 


9 

0,75 

55 

20 

7 

5,5 

8 

15 

6 

3 

10 

0,75 

55 

20 

8 

6,2 

9 

16 

7 


11 

0,75 

55 

20 

9 

7 

10 

17 

8 


12 

1 

65 

25 

9 

7 

10 

17 

8 


14 

1 

65 

25 

11 

9 

12 

19 

9 


16 


70 

25 

13 

10 

13 

20 

11 


18 

1 

80 

30 

14 

11 

14 

22 

12 


20 

1 

80 

30 

16 

12 

15 

23 

14 


22 

1 

85 

30 

18 

14,5 

17 

25 

16 


24 

1,5 

90 

35 

20 

16 

19 

27 

18 


27 

1,5 

95 

35 

22 

18 

21 

29 

20 


30 

1,5 

105 

40 

24 

18 

21 

30 

22 

5 

33 

1,5 

no 

40 

26 

20 

23 

34 

23 


36 

2 

120 

45 

28 

22 

25 

36 

25 


39 

2 

125 

45 

32 

24 

27 

40 

29 


1 42 

2 

135 

50 

34 

: 26 

29 

42 

31 


1 45 

2 

140 

50 

36 

I 29 

32 

45 

33 


! 48 

2 

150 

55 

38 

29 

32 

46 

: 35 


1 52 

2 

155 

55 

42 

32 ■ 

35 

50 

39 








1 ^onycKM pe 3 t. 6 fci MeTHMKOB — no OCT BKC 7217 . 

2 . Mcthukm AwaMexpoM ao 8 mm bka. Moryx nsroxoBJiaxtcH c o 6 pax- 
HBIMM AeHXpaMM. 

3 . CxaHAapxHbie MexHWKM mspoxobahioxcb npaBopexcyLAMMM. MexHUKii 
jieBopejKymne mspoxobjihioxch no ocoSoMy saKasy. 

4 . MexHMKM CO niJiMcJjoBaHHbiM npo 43 MJieM pesnObi naroxoBAHKJXcn 
AByx cxenensM xohhocxm: 

а) noBfaiineHHOw xohhocxm, oGosHanaeMtie GyKBOn C; 

б) o6BniHon xohhocxm, o6o3HaHaeMBie SyKBOii D. 

5. MexnnKM AnaMexpoM CBBime 8 mm naroxoBJiHioxcH cBapHBiMn. 

6. MeXHMKM M3rOXOBJIHIOXCH B OAHOUJXyHHOM M KOMnAOKXHOM ASyX- 

uixyHHOM McnojineHMn. 

7 . JXjih noBbimeHiiH cxoiIkocxm moxhukm noAsepraroxcH nnanKpoBanmo. 

8. 06 o 3 HaHeHMe MamnnHoro MexnMKa ajih 2 -m mojikom MexpuHecKoi-i 
pe3i>6Bi AwaMexpoM do —22 mm, mar s = 1 mm, cxenent xonnocxn D: 

MexnwK 2 M 22X1 D TOCT 3266-46. 


1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 8 mm diameter inclusive can be manufactured with external 
centers. 

3. Standard taps are right-hand. Left-hand taps are furnished on special order. 

4. Ground thread taps are manufactured in two degrees of accuracy: 

a) precision ground thread taps, marked with the letter C; 

b) commercial ground thread taps, marked with the letter D. 

5.. Taps above 8 mm diameter are jam welded. 

6. Taps may be supplied either in a set of two or as a single tap. 

7. The taps are cyanided to increase their durability. 

8. Designation of a machine tap for fine Metric thread, series 2, diameter 


= 22 mm, pitch j = 1 mm and degree of accuracy D : 
Tap 2 M 22 X 1 D GOST 3266-46. 



METHMKM MAniMHHBIE 

(no rOCT 3266-46) 

MACHINE TAPS 

(acc. to GOST 3266-46) 

AJin .MexpunecKOM pe3i>6bi no OCT HKTfl 32 m 94, 
c HemJincJjoBaHHbiM npoc|)MAeM peofafiti 
for Metric thread acc. to OST NKTP 32 and 94, cut thread 
Maxepnaji: SbicxpopejKymaH cxajit. 

Material: high speed steel 




IIO.MIlHa.lI.HMH 
AHaMOTp 
P03t6l.l, .MM 

Nominal thread 
diameter, mm 
do 

ParJMepi.i B M.M 

Dimensions in mm 

lUar pentCi.i 

L 

1 

d 


h 

P 


R 

3 

0,5 

40 

16 

4 

3 

6 

12 

3,5 


4 

0,7 

45 

18 

5 

3,8 

7 

13 

4,5 


5 

0,8 

50 

20 

6 

4,9 

8 

15 

5 


6 

1 

50 

20 

6 

4,9 

8 

15 

5 

3 

8 

1.25 

60 

25 

6 

4,9 

8 

15 

5 


10 

1,5 

60 

25 

8 

6,2 

9 

16 

7 


12 

1,75 

70 

30 

9 

7 

10 

17 

8 


14 

2 

75 

35 

11 

9 

12 

19 

9 


16 

2 

80 

35 

13 

10 

13 

20 

11 


18 

2,5 

90 

40 

14 

11 

14 

22 

12 


20 

2,5 

90 

40 

16 

12 

15 

23 

14 


22 

2,5 

95 

40 

18 

14,5 

17 

25 

16 


24 

3 

100 

45 

20 

16 

19 

27 

18 

5 

27 

3 

105 

45 

22 

18 

21 

29 

20 


30 

3,5 

115 

50 

24 

18 

21 

30 

22 


36 

4 

130 

55 

28 

22 

25 

36 

25 


42 

4,5 

145 

60 

34 

26 

29 

42 

31 


48 

5 

160 

65 

38 

29 

32 

46 

35 





1. ^(onycKM pestSti mbthhkob — no OCT BKC 7217. 

2. MeTHMKM AnaivieTpoM p,o 8 mm bkji. Moryx nsroTOBJiHTBCH c o6paT 
hbimh peHTpaMn. 

3. CTanpapTHBie MCTHnnn msfotobjihiotch npaBopescyrpnMn. Mothukm 
jieBopejKyu^ne mspotobjihiotch no cnepnajiBHOMy saKasy. 

4. MeTHMKM c HeuiJiMclDOBaHHBiM npoc^wjieM posbSbi narOTOBJiHiOTca 
pByx cxenenen xohhocxm: 

а) iioBBimeHHOH xohhocxm, o6o3HaHaeMBic OyKBoii E; 

б) oSbibhom xohhocxm, o6o3HaHaeMBie 6yKBOM H. 

5. MeXHMKM pnaMCxpOM CBBIUie 8 mm MSrOXOBJIHIOXCfl CBapHBIMM. 

6. MeXHMKM MSrOXOBJIHIOXCH B OpHOUIXyHHOM M KOMnJICKXHOM 7i,BJ X- 
niXyHHOM MCnOJlHeHMM. 

7. noBBinieHMH cxomkocxm moxhmkm nopBepraroxca pMaHMpoBannio. 

8. 06o3HaHeHMe MauiMHHoro MexHMxa ajih MexpMHCCKOM pesBGBi pna- 
MexpoM do = 22 mm, mar s = 2,5 mm, cxeneHB xohhocxm H: 

MexHMK M 22X2,5 H TOCT 3266-46. 


1. For thread tolerances on taps see OST VKS 7217. 

2. Taps up to 8 mm diameter inclusive can be manufactured with external 
centers. 

3. Standard taps are right-hand. Left-hand taps are furnished on special order. 

4 Cut thread taps are manufactured in two degrees of accuracy: 

a) precision cut thread taps, marked with the letter E; 

b) commercial cut thread taps, marked with the letter H. 

5 Taps above 8 mm diameter are jam welded. 

6. Taps may be supplied either in a set of two or as a single tap. 

7. The taps are cyanided to increase their durability. 

8. Designation of a machine tap for Metric thread, diameter (/„ = 22 mm, pitch 
5= 2,5 mm and degree of accuracy H: 


Tap M 22x2,5 H GOST 3266-46. 


METHMKM MAniMHHLIE 

(no TOCT 3267-46) 

MACHINE TAPS 
(acc. to GOST 3267-46) 

pjiH pioMMOBOM pesBbBi no OCT HKTn 1260, 

CO mJIM(|)OBaHHBIM npO(|3MJieM pcsbGbi 
for English thread acc. to OST NKTP 1260, ground thread 

MaxepMa.7i: 6BicxpopejKym;aH cxaJiB 
Material; high speed steel 



-rnpvf-r 


’-IlIC.-IO 




PasMcpi.i n MM 



Nominal thread diameter 
^0 

if'! 




Dimensi 

ans in mn, 



B ^^ToiiMax 

mm 

per inch 

L 

1 

d 

- 

h 

P 

di 

R 

V4 

6,350 

20 

50 

20 

6,5 

4,9 

8 

15 

5,5 


Vie 

7,938 

18 

60 

25 

6 

4,9 

8 

15 

5 



9,525 

16 

60 

25 

7 

5,5 

8 

16 

6 


Ve 

12,700 

12 

70 

30 

9 

7 

10 

17 

8 


Vs 

15,875 

11 

80 

35 

12,5 

10 

13 

20 

10,5 


Ve 

19,050 

10 

80 

40 

16 

12 

15 

23 

14 


7s 

22,225 

9 

95 

40 

18 

14,5 

17 

25 

16 



25,400 

8 

105 

45 

20 

16 

19 

27 

18 


I Vs 

28,575 

7 

115 

50 

22 

18 

21 

29 

20 

5 

IVe 

•Vs 

31,750 

7 

120 

50 

26 

20 

23 

34 

23 


38,100 

6 

135 

55 

32 

24 

27 

40 

29 


IVe 

44,450 

5 

150 

60 

36 

29 

32 

45 

33 


2 

50,800 

4,5 

165 

1 

65 

42 

32 

35 

50 

39 






1. ^onycKM pe3i.6Bi MeTHMKOB — no OCT BKC 7218. 

2. MexHMKM AnaMexpoM V4 " m Moryx MsroxoBJiHXbCH c o6pax- 

HfclMM peHXpaMM. 

3. CxaH;^apxHBie MexHMKM nsroxoBJiaroxcH npaBopejKym,MMH. MexHHKH 
jieBopeHiymne msfoxobjihioxch no ocoSoMy saKasy. 

4. MeXHHKM CO UIJIMc|)OBaHHBIM npOC|)HJieM pe3b6BI M 3 rOXOB.XHK)TCH 
AByx cxeneHCM xohhocxh: 

а) noBBimeHHofi xohhocxh, oSoanaHaeMbie Sj^kbom C; 

б) oSbihhom xomhocxm, o6o3HaHaeMBie 6yKBOM D. 

5. MexHHKM flnaMexpoM CBbiuie ’A" n3roxoBJiHioxcH cBapHbiMM. 

6. MeXBI'lKM M3rOXOBJIHK)XCH B OAHOUIXyHHOM M KOMnjICKXHOM flByX- 

uixyHHOM ncnojiHennn. 

7. noBBimeHMH cxoUkocxh moxhukm noAsepraroxcH m-iaHMpoBaH'/iio. 

8. OSosHaHeHne ManiMHHoro MexHuica ^jih aiommobom pesbSbi 
McxpoM do = 1", cxeneHB xohhocxm C; 

MexHMK 1" C rOCT 3267-46. 


1. For thread tolerances on taps see OST VKS 7218. 

2. Taps and diameter can be manufactured with external centers. 

3. Standard taps are right-hand. Left-hand taps are furnished on special order. 

4. Ground thread taps are manufactured in two degrees of accuracy: 

a) precision ground thread taps, marked with the letter C; 

b) commercial ground thread taps, marked with the letter D. 

5 . Taps above 1 / 4 " diameter are jam welded. 

6. Taps may be supplied either in a set of two or as a single tap. 

7. The taps are cyanided to increase their durability 

8. Designation of a machine tap for English thread with diameter do — 1 " and 
degree of accuracy G: 

Tap 1" C GOST 3267-46. 



MET'IMKM MAinWHHblE 

(no rOCT 3267-46) 

MACHINE TAPS 

(acc. to GOST 3267-46) 

fljiH AiOMMOBoii pe3b6Bi no OCT 1260, 

C HemJIMCj)OBaHHBIM npOC^HJlCM pe3b6Bi 
for English thread acc. to OST 1 260, cut thread 

Maxepnaji: SbicxpopejKymaH cxajib 
Material: high speed steel 



riOMK Iia.lkHLIH 
AHnMerp pe3i.6M 

Xhc.,o 




PasMepisi B MM 



Nominal thread diameter 
do 

Xh reads 




Dimensions in mm 



in inches 

in mm 

L 

/ 

d 


h 

P 


R 

'A 

6,350 

20 

50 

20 

6,5 

4,9 

8 

15 

5,5 


Vi. 

7,938 

18 

60 

25 

6 

4,9 

8 

15 

5 


Vb 

9,525 

16 

60 

25 

7 

5,5 

8 

16 

6 


V2 

12,700 

12 

70 

30 

9 

7 

10 

17 

8 


Vs 

15,875 

11 

80 

35 

12,5 

10 

13 

20 

10,5 


V4 

19,050 

10 

90 

40 

16 

12 

15 

23 

14 


Vs 

22,225 

9 

95 

40 

IS 

14,5 

17 

25 

16 


25,400 

8 

105 

45 

20 

16 

19 

27 

18 


IVs 

28,575 

7 

115 

50 

22 

18 

21 

29 

20 

5 

1V4 

31,750 

7 

120 

50 

26 

20 

23 

34 

23 


IVs 

38,100 

6 

135 

55 

32 

24 

27 

40 

29 


1V4 

44,450 

5 

150 

60 

36 

29 

32 

45 

33 


2 

50,800 

4,5 

165 

65 

42 

32 

35 

50 

39 







1. ^onycKM pe3B6Bi mbthkikob — no OCT BKC 7218. 

2. MexHMKM flnaMexpoM V4 '' m ®/i 4" Moryx nsroxoBJiaxbCH c o6pax- 
HbiMH peHxpaMn. 

3. CxaHflapxHBie MexnnKM nsroxoBJinroxcH npaBopejKyrpwMM. MexHUKii 
aeBopeHcymne MsroxoBjiHroxcH no cnepnajibHOMy saKasy. 

4. MexHMKM c nemjiMc^OBaHHbiM npoc^MJieM pe3b6t>i nsroxoBJiHiOTCfi 
AByx cxenenen xohhocxm; 

а) noBbimeHHoi-i xohhocxm, o6o3HaHaeMMe SyKSoli E; 

б) oGmhhom xohhocxm, o6o3HaHaeMBie 6yKBOM H. 

5. MexHMKM AMaMexpoM cBbiuie ’A" MsroxOBAHioxcn CBapHtiMM. 

6. MexHMKM M3roxoBJiHioxcH B OAHOiuxyHHOM M KOMnjieKXHOM Asyx- 
mxyHHOM McnojineHMM. 

7. fljiH noBbimeHMH cxomkocxm mcxhmkm noABepraioxcH uMaHMposaHMK). 

8. 06o3HaHeHMe MauiMHHoro MexHMKa ajih akjmmobom pe3fa6fai A^a- 
MexpoM da =1", cxeneHfa xohhoctm H; 

MexHMK 1" H rOCT 3267-46. 

1. For thread tolerances on taps see OST VKS 7218. 

2. Taps 1/4" and ^/le" diameter can be manufactured with external centers. 

3. Standard taps are right-hand. Left-hand taps are furnished on special order. 

4. Cut thread taps are manufactured in two degrees of accuracy: 

a) precision cut thread taps, marked with the letter E; 

b) commercial cut thread taps, marked with the letter H. , 

5. Taps above diameter are jam welded. 

6. Taps may be supplied either in a set of two or as a single tap. 

7. The taps are cyanided to increase their durability. 

8. Designation of a machine tap for English threads with diameter (/<,— I" and j 

degree of accuracy H: * 

Tap 1” H GOST 3267-46. ! 


METHMKM MAinWHHblE 
(no rOCT 6227-52) 

MACHINE TAPS 
acc. to GOST 6227-52) 

AJiH KOHMHecKOM peBtSbi c yrjiOM npocJjMJiH 60' no FOCT 6111-52 
for taper thread with thread angle of 60° acc. to GOST 6111-52 
MaxepMaji: ObicxpopexcymaH cxaJiB 
Material: high speed steel 






■ 


' 1 . MeXTOKM M3r0T0BJIHK)TCH CO lUJIMcijOBaHHblM npOcJjMJICM pe3b6BI. 

2. flonycKM pe3b6bi mcthiikob — no TOCT 6111-52. 

3. MoTHUKM AMaMCTpOM ^! m “ M Vs" MOrOTOBJIHIOTCH C oSpaTHbIMH 
peHTpaMM. 

4. MeTHHKH pMaMerpoM V 4 " n Btinie msfotobjihiotch cBapHbiMW. 

5. no cnepnajiBHOMy saKasy pjiH Hapesanna pe3b6bi y M3p,ejinii m 3 
aaioMMHiieBbix cnJiaBOB Moryx 6bixb nsroxoBJicHbi MexanKH M3 yrjiepo- 
pncxoM cxaan. 

6. no xpeSoBaHMK) saKaannKa moxhukm paa pe3b6 Vis --V 4 " Moryx 
waroxOBaaxbca co caepyiouijHMM pnaMexpaMn xbocxob: 

Aaa peabSbi V'is" — 8 mm, 

Aaa pe3b6bi Vs" — 11 m 8 mm, 

Aaa peabSbi V 4 " — 14 mm. 

B 3TOM cayaae paaMepbi BbixoaeK — no FOCT 3266-46. 

7. 06o3HaaeHMe MexanKa ajih KonnaecKOM pe3b6bi AwaMexpoM d„ 
MexaMK K FOCT 6227-52. 


1. Taps are manufactured with ground thread. 

2. For thread tolerances on taps see GOST 61 1 1-52. 

3. Taps and ^/g" diameter are manufactured with external cen' 

4. Taps diameter and up are jam welded. 

5. Carbon steel taps can be furnished on special order to cut threads i 


minium alloy parts. 

6 . On special order taps 
meters as follows: 

for thread — 8 mm, 
for thread ^/g” — 11 and 8 n 
for thread ^ 4 " — 14 mm. 
The sizes of grooves in this C£ 

7. Designation of a taper thi 
Tap K »//' GOST 6227-52. 


1 be supplied with shanks having dia- 


; according to GOST 3266-46. 


METHHKM TAE^HblE 

c M3orHyxbiM xBocxoM ajih raMKonapesHbix aBXOMaxoB 
(no HopMaJin 3aBOAa-M3roxoBMxeAH) 
MACHINE NUT TAPS 
with bent shank for nut-tapping machines 
(acc. to Maker’s Standards') 

MaxepnaA: SbicxpopexcyipaH cxaAb 
Material: high speed steel 



tap, diameter d„ = '^j^": | 

Paa.Mepi.i b mm 
Dimensions in mm 




HuMniia.'iMii.iii 

,TiinMeTp 

Nominal 

diameter 

do 

I IlJar peaEfiM 
Pitch 

1 

1 £ 

.X.miiia n paao- 
riryTOM mi.ae 
Overall length 
(straight) 

7-1 

1 

di 

d 

R 

H 

4 

0,7 

153 1 

190 

20 

2,8 

2,95 

28 

53 

5 

0,8 

153 

190 

22 

3,4 

3,5 

28 

53 

6’ 

1,0 

153 

190 

25 

4,0 

4,5 

28 

53 

. . 8 

1,25 

154 

192 

30 

5,5 

6,0 

28 

54 

10 

0,75 

155 

194 

20 

7,5 

8,0 

28 

55 

i 10 

1,5 

155 

194 

35 

6,5 

7,5 

28 

55 

I 

1,75 

150 

184 

35 

8 

9 

28 

50 



1. ^tonycKM pe3t,6Bi MeTHUKOs ■ 
creneHM tohhoctm D. 


OCT BKC 7217 jijih mcthmkob 

n. MSrOTOBJIHIOTCH C o6paTHt>IMM 


2. MeTHMKM flMaMerpoM ao 10 mm 

peHTpaMj-i. 

3. MeTHMKM MSrOTOBJIHKJTCH CO UIJlMC^OBaHHfalM npOCjDMJieM pOSEiSbl. 

4. 06o3HaHeHMe MeTMMKa raennoro c M3orHyTt.iM xboctom AwaMexpoM 
dc =12 MM, mar s = l,75 mm: 


MexHHK MSorHyTBifi 12X1,75 


1 M 
M-183 


1. For thread tolerances on taps see OST VKS 7217 (for taps with degree 
of accuracy D). 

2. Taps up to 10 mm diameter are manufactured with external centers. 

3. Taps are manufactured with ground thread. 

4. Designation of a bent shank machine nut tap with diameter do= 12 mm and 
pitch j = 1.75 mm: 



METHMKM FAEHHBIE 

c naorHyxBiM xboctom p,jih rawKOHapeaHBix asTOMaxoB 
(no HopMajiM 3aBOAa-M3roTOBMTejiH) 
MACHINE NUT TAPS 
with bent shank for nut-tapping machines 
(acc to Maker’s Standard) 

MaTepnaji: OBiCTpopeHcyman cTajiB 

Material: high speed steel 





PasMeptt B MM 

HOMHTiaJIBHMfl 

AnaMerp 

Nominal 

diameter 

do 

lllar peabuLi 

L 

AJiHHa B paao- 
riiyTOM Biiae 

Tstr^ghtf 

1 

dx 

d 

R 

H 

3 

0,5 

170 

212 

18 

_ 

2,15 

20 

50 

4 

0,7 

170 

212 

20 

— 

2,95 

20 

50 

5 

0,8 

170 

212 

22 

— 

3,85 

20 

50 

6 

1,0 

170 

212 

25 



4,6 

20 

50 

6 

1,25 

170 

212 

30 

5,2 

6,25 

20 

50 

10 

1,0 

195 

267 

25 

7,3 

8,5 

65 

90 

10 

1,5 

195 

267 

35 

6,8 

7,9 

65 

90 

12 

1,25 

195 

257 

30 

9 

10,2 

65 

90 

12 

1,75 

195 

257 

35 

8,2 

9,8 

65 . 

90 







1. Jl^onycKM pe 3 B 6 t>i MeTHMKOB — no OCT BKC 7217 MexHMKOB 
CTeneHM tohhoctm D. 

2. MeXHMKM ^MaMexpOM flO 10 mm BK.7I. MSrOXOBJIHKDXCH C oSpaXHWMI'I 
peHxpaMM. 

3. MexHMKH MsroxoBJiHioxcH CO iiiJiMcj 30 BaHHt.iM npocJjMJieM pe3fc6BI. 

4. 06o3HaH:eHMe MexHMKa raennoro c MaornyxwM xbocxom j^naMCxpoM 
do = 22 MM, mar s = 2,5 mm: 

1 M 

MexHMK Jt30rHyxbiM 22X2,5 

1. For thread tolerances on taps see OST VKS 7217 (for taps with degree 
of accuracy D). 

2. Taps up to 10 mm diameter inclusive are manufactured with external 
centers. 

3. Taps are manufactured with ground thread. 

4. Designation of a bent shank machine nut tap with diameter do = 22 mm and 
pitch j = 2.5 mm: 


I M 





1. J^onycKM pe 3 b 6 t>i MeTHMKOB — no OCT BKC 7217 ajih mcthmkob 
CTenenn tomhoctm D. 

2. Mothmkm ;];naMeTpoM p,o 10 mm bkji. naroTOBJiHioTCH c o6paTHBiMM 
peHTpaMM. 

3. MeTHMKM M 3 rOTOBJIHK)TCH CO mJIMc| 30 BaHHl.IM npOcJjMJIOM pe3B6bI. 

4. 06o3HaHeHMe MOTHnna raennoro c noorHyTMM xboctom pnaMerpoM 
d„ = 16 mm, mar s = 1,5 mm: 

1 M 

MexHMK M3orHyTBiM 16X 1,5 


1. For thread tolerances on taps see OST VKS 7217 (for taps with degree 
of accuracy D). 

2. Taps up to 10 mm diameter inclusive are manufactured with external 
centers. 

3. Taps are manufactured with ground thread. 

4. Designation of a bent shank machine nut tap with diameter do=l6 mm, 
pitch f = 1.5 mm: 


Bent tap 16 X 1.5 


1 M 
M-210 


METHMKM rAEHHblE 


c MSornyTBiM xboctom pjih ranKonapesHBix asTOMaTOB 
(no HopMajiM 3aBopa-M3roTOBMTejiHj 

MACHINE NUT TAPS 
with bent shank for nut-tapping machines 
(acc. to Maker’s Standard) 

MaTepna.Ti: GBicTpopexcyman cra.HB 

Material: high speed steel 




1. TtonycKM pesBGbi mgthmkob — no OCT BKC 7217 flJiH MeTnwKOB 
cxeneHM tohhoctii D. 

2 . MexHMKM AwaMeTpoM ao 10 mm bkji. nsroTOBJiaioTCH c oOpaTHBiMii 
peHTpaMM. 

3 . MexHMKn naroxoBjiHioxca co iiiJiMc|)OBaHHt.iM npocJjujieM pe 3 B 6 B.i. 

4 . 06 o 3 HaHeHHe MexnnKa raennoro c MsornyxBiM xbocxom AnaMexpoM 
do = 22 MM, mar s = 2,5 mm: 

1M-2 

MexHMK MsorHyxBifl 22X2,5 — - g" " 


1. For thread tolerances on taps see OST VKS 7217 (for taps with degree of 
accuracy D). 

2. Taps up to 10 mm diameter inclusive are manufactured with external 
centers. 

3. Taps are manufactured with ground thread. 

4. Designation of a bent shank machine nut tap with diameter = 22 mm, 
pitch j = 2.5 mm: 

1 M-2 
M-99 


Bent tap 22x2.5 





METMMKM FAEHHblE 

c MSornyxfaiM xbocxom jxjih ranKonapesHBix aBXOMaxoB 
(no HopMaAH 3aBOAa-M3roxoBMxejiH) 

MACHINE NUT TAPS 

with bent shank for nut-tapping machines 
(acc. to Maker’s Standard) 

MaTcpiiaji: GbicxpopejKymaH cxajm 

Material: high speed steel 




* 1. ^onycKM pe3&6i>i MeTHMKOB — no OCT 7217 m 7218 ji-tih MeTHHKOB 

CTeneHM TonHocxM D. 

2. MeTnnKM msfotobjihiotch co mjiM4>OBaHHfciM npo(|)MJieM pe3B6Bi. 

3. 06o3HaHeHMe MexHUKa raennoro c MSorHyTBiM xboctom flnaMerpoM 
do --= 12 MM, mar s = 1,75 mm: 

lM-10 

MeTHHK MSornyTBiil 12X1,75 


n AAIU K M 


1. For thread tolerances see OST VKS 7217 and 7218 (for taps with degree 
of accuracy D). 

2. Taps are manufactured with ground thread. 

3. Designation of a bent shank machine nut tap with diameter do = 12 mm, 
pitch j = 1.75 mm: 

1 M-10 

Bent tap 12x1.75 



DIES 








njiAiUKM KpyrjibiE 

(no rOCT 2173-51) 

ADJUSTABLE ROUND SPLIT DIES 

(acc. to GOST 2173-51) 

AJifi MejiKoil MOTpnHecKOM pe3b6Bi, 1-h MOjiKan no OCT HKTIl 271 
for fine Metric thread, series 1 acc. to OST NKTP 271 
MaTcpnaji: HHCTpyMeHTajitHaH xpoMHCTaH crajiB 
Material: chromium tool steel 







m 



1. Dies for thread less than 3 mm diameter can be manufactured with un- 
ground but smoothly machined cutting surfaces. 

2. Dies for thread less than 6 mm diameter can be made with unground 
but smoothly machined relieved surfaces on the chamfered threads. 

3. Dies, when necessary, can be made without side holes. 

4. Thread cut by the dies is in the second class of accuracy. Dies providing 
third class of accuracy threads can be furnished upon Customer’s order. 

5. Designation of an adjustable round split die for fine Metric thread acc. 
to OST NKTP 271 with diameter ^^ = 24 mm, pitch j = 2 mm: 

Adjustable round split die 24 x 2 GOST 2173-51. 


njiAUiKM KpyrjiBiE 

(no rOCT 2173-51) 

ADJUSTABLE ROUND SPLIT DIES 

(acc. to GOST 2173-51) 

flna MOJiKOM MeTpiinecKOH pe3fc6Bi, 2 -h Me,nKaH no OCT HKTII 272 

for fine Metric thread, series 2 acc. to OST NKTP 272 

MaTepnaji: MHCTpyivieHTaji&HaH xpoMncTaa cxajit. 

Material: chromium tool steel 






1 . rio TpeGoBaHMio saKasHHKa njiauiKW MoryT nsroTOBJiHTBCH Bes 6 oko- 
BBix rHesfl. 

2. IIjiamKii oSecneHMBaiOT HapesaHwe pesbBbi c flonycKEMW no 2-My 
KJiaccy TOHHOCTM. C corjiacMH saKasHMKa flonycKacTCH MsroxoBJieHMe njia- 
meK, oSecneHMBaiomMX napesaHne pe3b6bi no 3-My KJiaccy tohhoctm. 

3. OBosHaneHMe Kpyrjiow njiauiKu fljin mojikom MexpHBecKOM pesbBbi 
no OCT HKTn 272 aiMaMerpOM d„=24 mm, mar s -=l,5 mm; 

rijiamKa Kpyrjian 24X1,5 FOCT 2173-51. 

1. Dies, when necessary, can be made without side holes. 

2. Thread made by the dies is in the second class of accuracy. Dies providing 
third class accuracy threads can be supplied upon Customer’s order. 

3. Designation of an adjustable round split die for fine Metric thread acc. 
to OST NKTP 272; with diameter do = 24 mm and pitch j = 1.5 mm: 

Adjustable round split die 24 x 1.5 GOST 2173-51. 


njiAUiKM KpyrjiBiE 

(no rOCT 2173-51) 

ADJUSTABLE ROUND SPLIT DIES 

(acc. to GOST 2173-51) 

AJiH AioMMOBOii pesbCbi no OCT HKTII 1263 
for English thread acc. to OST NKTP 1260 
MaTepjiaji: MHCTpyMeHxajiBHaH xpoMwcxaH cxajis 
Material: chromium tool steel 
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men, o6ecneHMBaioiu;Mx napesaHMe pe3fc6Bi no 3-My KJiaccy tohhoctm. 


3. OSoaHaHCHMe Kpyrjioii njiauiKPi ajih aiommobom pestGBi no OCT 
HKTn 1260 AMaMOTpoM d„ = V2": 


IIjiamKa Kpyrjiaa V 2 '' FOCT 2173-51. 


1 . Dies, when necessary, can be made without side holes. 

2. Thread made by the dies is in the second class of accuracy. Dies, providing 
third class of accuracy threads, can be supplied upon Customer’s order. 

3. Designation of an adjustable round split die for English thread acc. to OST 
NKTP 1260 with diameter do =''■12.": 

Adjustable round split die GOST 2173-51. 





njiAuiKM KpyrjibiE 

(no FOCT 2173-51) 

ADJUSTABLE ROUND SPLIT DIES 

(acc. to GOST 2173-51) 

AJIH Tpy6HOM pe3t,6bi no OCT HKTFl 266 
for pipe thread acc. to OST NKTP 266 
MaTepnaji: iiHCTpyMeHTajiBHaH xpoMucTaa cTajib 
Material: chromium tool steel 







* 1. rio Tpe6oBaHMio saKasHMKa njianiKM MoryT M3rOTOBJiHTt.CH Ses 6oko- 

BBix rnesA- 

2. njiauiKH o6ecneHMBaK)T HapesaHMe pe3fa6t.i c AonycKaMH no 2-My 
KJiaccy TOHHOCTit. C corjiacMB 3aKa3BMKa flonycKaercH MsroTOBJieHne ojia- 
LueK, o6ecneHMBaioiu,Mx HapeaaHiie peBbSti no 3-My KJiaccy tohhocth. 

3. 06o3HaHeHMe xpyrjioM njiauiKW ^jih TpyoHon peabSti no OCT 
HKTn 266 flnaMeTpoM c/„=V2'': 

njiauiKa xpyrjiaH V2" Tpy6. FOOT 2173-51. 

1. Dies, when necessary, can be made without side holes. 

2. Thread made by the dies is in the second class of accuracy. Dies, providing 
third class of accuracy threads, can be supplied upon Customer’s order. 

3. Designation of an adjustable round split die for pipe thread acc. to OST 
NKTP 266 with diameter do='^U’'-. 

Adjustable round split die ^/a" pipe GOST 2173-51. 


njiAuiKM KPyrjiME 

(no rOCT 6228-52) 

ADJUSTABLE ROUND SPLIT DIES 

(acc. to GOST 6228-52) 

AJih KOHMHecKOM pe3b6bi c yr.JiOM npoc|mjiH 60- no r< 
for taper threads with thread angle of 60° acc. to G05 
MaTepnaji: MHCTpyMeHxajiBHaH xpoMi-icTan ci 
Material: chromium tool steel 


^ no FOOT 6111-52 

to GOST 6111-52 






tT 



/ 

' 1 



06o3Ha'ieHKe 

pasuepa 

Jr'tnoh 

J’a3Mepi>r u mm 

Dimensions in mm nepteB 

B AioiiMax 

Diameter of 

mar 

pe3i>6Li 

Pitch 

D 

h 

/to'oCHOBIIOft naOCKOCTH 

Jhe UnTofTh” basiJ^pbne 


V. 


1,814 

55 

24 

9,1 5 

. 

I 

i IIV 3 

2,209 

65 

28 

11,8 6 


1'/. 

1 IIV 2 

2,209 

75 

30 

11,8 6 


IV. 

i I IV. 

2,209 

90 

30 

12,4 6 


2 

i liv. 

2,209 

105 

32 

12,4 7 


1. )Q(onycKH peabSti n.naiueK — no FOCT 6111-52. 

2. ObosHaneHMe Kpyr.JiOM njiamKM ajib KOHnnecKOH pe3b6i.i An 
MexpoM 

rijiaiiiKa xpyrjiaa k ^U" FOCT 6228-52. 

1. Die thread tolerances are according to GOST 6111-52. 

2. Designation of an adjustable round split die for taper thread diameter ®/4 
Adjustable round split die K GOST 6228-52. 


njIAUIKM KPyPJIblE 

(no HopMajiM saBOAa-MBroTOBiiTejiH) 

ADJUSTABLE ROUND SPLIT DIES 

(acc. to Maker’s Standard) 

Aah aBTOMoOnjiBHofi pesbGbi 
for automobile thread 

MaTepnaji: MHCxpyMeHxaAbHaH xpoMMCTaa cxaji 
Material: chromium tool steel 






m 

Hiio.io 

of lands 

paiiMCpa Hiicjio 

Dimensions in ir 

» ;i;iOHMax 

Diameter of Threads 

thread in inches per inch 

do 

lUar 

peabOLi 

Pitch 

D 

h 

PacoTonmic OTTOpipi 

Distance from the face to 
the line of the basic plane 
lo 

V16 27 

0,941 

25 

11 

4,4 

1 4 

Vs 27 

0,941 

30 

12 

4,4 

1 4 

Vs 18 

1,411 

38 

18 

7,2 

4 

Vs 18 

1,411 

45 

18 

7,2 

5 

Vs 14 

1,814 

45 

24 

9,1 

5 
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06o3HaHeHHe 
pasMepa pesL- 
fiti B aiofiMa.v 

KOJIH4eCTBO 

lliar peai.oi,! 

Pa3Mei 

Dimensic 


KoJiimecTBo 

nepbCB 

thread in inches 
do 

per inch 

5 

D 

h 


V.4 

32 

0,794 

20 

7 

i 3 


32 

0,794 

20 

7 

! 3 

Vl6 

32 

0,794 

20 

7 

3 

Vis 

24 

1,058 

20 

7 

1 3 

‘A 

28 

0,907 

20 

7 

4 I 

V« 

20 

1,27 

20 

7 i 

4 1 

Vl6 

24 

1,053 

25 

9 ; 

4 1 

(Lho 

24 

1,058 

25 

9 j 

4 1 

Vi. 

18 

1,411 

25 i 

9 

4 ! 

V. 

24 

1,053 

30 

11 

4 ' 

Vs 

16 

1,588 

30 

11 

4 

Vis 

20 

1,27 

30 

11 

4 

Vs 

13 

1,954 

38 : 

14 1 

4 

Vs 

20 

1,27 

38 

14 i 

4 

Vi. 

20 

1,27 

38 

14 I 

4 

Vi. 

18 

1,411 

38 

14 1 

4 

Vs 

18 

1,411 

45 1 

14 1 

4 

Vs 

11 

2,309 

45 

18 ! 

4 

“/l. 

16 

1,588 

45 i 

14 

5 

Vs 

16 

1,588 

45 

14 

5 

^'l 

10 

2,54 

45 

18 

5 

~u 

IS 

1,411 

55 i 

16 

5 

V. 

9 

2,822 1 

55 

22 

5 

1 

8 

3,176 ! 

55 i 

22 ! 

5 

1 

j 

14 

1,814 i 

55 ; 

18 

6 


1. ZtonycKH pe3b6ti njiaiueK — no HopMajiii saBo^a-naroTOBiiTenH. 

2. 06o3HaHeHiie KpyrjiOM njiaiuKn ajih aBTOMOounbiion pesbGbi 
MexpOM 5,8" C HMCJIOM HHTOK 11 Ha 1": 

rijiauiKM aBT. 5;8''X11 HopMa.nB 3aBOAa. 

1 . Die thread tolerances are acc. to Maker’s Standard. 

2. Designation of an adjustable round split die for automobile thread with 
diameter ®/s”, 11 threads per inch: 

Adjustable round split die auto. ®/g"xll Maker’s Standard. 


4>PE3bI PE3bE0BUE 



THREAD MILLING CUTTERS 



4»PE3bI PE3bBOBbIE PPEBEH'IATblE HACAJtHblE 

(no rOCT 1336-47) 

SHELL TYPE MULTIPLE THREAD MILLING CUTTERS 

(acc. to GOST 1336-47) 

Marepnaji; SbiCTpopejKyman crajib 
Material: high speed steel 


TunB (Bn uBJl) 



1. <J>pe3bI M3rOTOBJIHIOTCH C npHMbIMM M BIlHTOBbIMM KaHaBKaMM (npa- 
Boro M JieBoro nanpaBJieHMH) Bexbipex xnnoB: 

xtin A — 6e3 BbixoneK y xoppcB; 

xnn B — c BbixonKaMH y o6omx xoppes; 

xwn Bn — npaBopexcymne c bbixomkom y oflHOro xopua; 

xnn BJI — JiaBopex^ymne c bbixohkom y oflHoro xopi^a. 

2. B npe^ejiax yKaaaHHbix HaM6oJibmiix SHaHeHnii B„nn6. (ppesbi MOryx 
Gbixb nocxaBJiCKbi c uimpmhom: 12, 15, 20, 25, 30, 35, 40, 45, 50, 55, 60, 
65, 70, 75, 80, 85 m 90 mm. 
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Ji;onycKaeTCH OKpyrjiHTb lunpHHy c|5pe3bi AO KpaTHbix luary 

pe3b6bi. 

3. <I>pe3bi BbinycKaiOTCH co mJiMcJjOBaHHtiM npocJjMJieM Asyx cxeneHeH 
tPhhoctm: 

а) noBBiineHHOM tohhoctm, o6o3HaHaeMOM 6yKBOM E; 

б) HOpMaJIbHOM TOHHOCTM, o6o3HaHaeMOM 6yKBOM H. 

4. ^onycKM m pa3Mepbi npocIsmiH pe3b6bi — cm. Ha exp. 146. 

5. <$>pe3bi ii3roxOBJiHioxcH AJifi HapesaHiin MexpHHecKOil pe3b6bi c 
maroM ox 0,75 ao 4 mm m aiommobom pesbSbi c hhcjiom hhxok ox 20 

6 Ha 1". 

6. 06o3HaHeHne (^pesbi xwna BJI AMaMexpoM D = 65 mm m mi'ipMHOil 
B = 50 MM AJiH MexpMHecKOM pe3b6bi c inaroM 3 mm, cxenenn xohhocxii E, 
c nepcAHUM yrjiOM aaxoHKM = 5" c npHMbiMM KaHaBKaMw: 

<3>pe3a BJI 65X50X3E — 5 EOCT 1336-47. 

06o3HaHeHMe c|3pe3bi xnna BJI AnaMCxpoM D = 65 mm h uiMpHHOli 
B = 50 MM AJiH MexpHHecKOM pe3b6fai c maroM 3 mm, cxencHW tohhocxm E, 
c nepeAHHM yxjiOM aaxoHKM }' =5' c bmhxobbimh KanaBKaMH: 

cl>pe 3 a c BHHXOBbiMM xaHaBKaMH BJI 65X50X3 E — 5" EOCT 1336-47. 


1 . Milling cutters are manufactured with either straight or spiral flutes (right- 
and left-hand cut) in four types; 

type A — without counterbores at the ends; 

type B — with counterbores at both ends ; 

type VP — right-hand cut with counterbore at one end; 

type VL — left-hand cut with counterbore at one end. 

2. Within the above indicated cutter length B^ax. the milling cutters can 
be supplied in the following lengths; 12, 15, 20, 25, 30, 35, 40, 45, 50, 55, 60, 65, 
70, 75, 80, 85 and 90 mm. The length may be approximated to the nearest multiple 
of the thread pitch. 

3. Milling cutters with ground thread are manufactured in two degrees of 
accuracy; 

a) precision, marked with the letter E; 

b) commercial, marked with the letter H. 

4. Tolerances and dimensions of the thread form are given on page 146. 

5. Milling cutters are manufactured for cutting Metric thread with pitch from 
0.75 to 4 mm and English thread from 20 to 6 threads per inch. 

6. Designation of cutter type VL with diameter Z» = 65 mm and length B=50 mm, 
for Metric thread, pitch 3 mm, degree of accuracy E, spiral flutes and rake angle 
y = 5°; 

Milling cutter with spiral flutes VL 65x50x3 E — 5° GOST 1336-47. 





BOpejKyipMMM H JieBOpeXCyLUMMM. 

2. B npeAGJiax yxaaaHHbix HanGojibuiMx SHaneHitM Inano. (|)pe3bi Moryx 
6bixb nocxaBJieHbi c ajimhom paGoneM naexM: 10, 12, 15, 20, 25, 30, 35, 40, 
45, 50 M 55 MM. HonycKaexcH oxpyrjiHXb A-awHy paGoHefi naexM ao BejiMHUH 
KpaxHbix mary pesbGbi. 

3. cJ^peBbi BbinycKaioxcH co injiwcjDOBaHHbiM npoc|)MjieM AByx cxeneneii 
xohhocxm: 

а) noBbimeHHOM xohhocxm, oGoBHanaeMOM GyicBOM E; 

б) HOpMajIbHOM XOHHOCXM, oGo3HaHaeMOM GyXBOM H. 


4. HonycKM m pa3Mepbi npoc|DMjia peabGbi cm. Ha exp. 146. 

5. eppeabi MsroxoBjiHioxcH ajih HapeaaHMH MexpMHCCKOM pesbGbi c ma- 
■roM ox 0,75 AO 4 mm m aiommobom pesbGbi c hmcjiom hmxok ox 20 ao 6 na 1". 

6. OGoBHaneHMO npaBopeHcymeM ^Jpesbi AwaMexpoM D — 20 mm, aJIM- 

HOM paGoHeii naexM 7 = 25 mm, c KOHycoM Mopae 3, a^ih MCxpMHecKOM 81, 





pe3B6fci c marOM 2 mm, CTeneHM tohhoctm E, c nepeflHMM yrjiOM saro’^KM 
J'=5°, c npHMbiMM KaHasKaMM: 

^peaa 20X25X2 E — 5° Mopse 3 EOCT 1336-47. 

06o3HaHeHMe JiesopejKyujieM (|>pe3Bi flHaMCTpoM D = 20 mm .^jimhoh pa6o- 
Heii HacTM / = 25 mm c KOHycoM Mopse 3 fljia aiombiobom pe3B6Bi c Hwc.aoM 
HMTOK 14 Ha 1", CTeneHM tohhoctm H, c nepeflHMM yrJiOM /' = 0 , c bmhto- 
BBIMM KanaBKaMH. 

<S>pe3a c BHHTOBBiMH KaiiaBKaMM JI20X 25 X 14 XH MopaeS EOCT 1336-47, 

1. Milling cutters are manufactured with either straight or spiral flutes (right- 
and left-hand cut). 

2. Within the above indicated cutter length /,„ax.> milling cutters can be 
supplied with a length of cut equal to: 10, 12, 15, 20, 25, 30, 35, 40, 45, 50 and 
55 mm. The length of cut may be approximated to the nearest multiple of the 
thread pitch. 

3. Milling cutters with ground thread are manufactured in two degrees of 
accuracy : 

a) precision, marked with the letter E; 

b) commercial, marked with the letter H. 

4. Tolerances and dimensions of the thread form are given on page 146. 

5. Milling cutters are manufactured for cutting Metric thread with pitch from 
0.75 to 4 mm and English thread from 20 to 6 threads per inch. 

6. Designation of right-hand cutter with diameter Z) = 20 mm, length of cut 
1—25 mm, Morse taper No. 3 for Metric thread pitch s= 2 mm, class of accuracy E, 
straight flutes and rake angle y = 5° : 

Milling cutter 20x25x2 E— 5° Morse 3 GOST 1336-47. 

Designation of left-hand cutter with diameter D = 20 mm, length of cut 1 — 25 mm, 
Morse taper No. 3, for English thread with 1 4 threads per inch, class of accuracy H, 

1 1 spiral flutes and rake angle y = 0°: 

I Milling cutter, spiral flutes L 20 X 25 X 1 4 X H Morse 3 GOST 1 336-47. 




4»PE3I>I PE3I*BOBI.IE HACA,HHI>IE BHyTPEHHEJi PE3bBI>I 

ByPMJIBHBIX 3AMKOB 

(no HopMajiM 3aBOfla-M3roTOBMTejia) 

SHELL TYPE MULTIPLE THREAD MILLING CUTTERS 
FOR INTERNAL THREAD OF DRILLING TOOL JOINTS 

(acc. to Maker’s Standard) 

MaTepnaji; OBicTpopeatyipaH crajiB 
Material: high speed steel 






1 

I’ari.MejjLi h m.m 

Dimensions in mm 

! HIITOK Ha I" 

MiiCvio 'lyuLeu 

yro.i KOHyca 

i Symbol 

D 


1 \ d 

j Threads 

1 per inch 

Number 

Taper ang^ 

i 

: 57,16 

52 

! 82,6 

22 

1 8 

10 

JO 47 ^ 24 ” 

7biT 

75,16 

70 

1 82,6 

32 

8 

12 

10 47 - 24 ” 

■n- 

i -'''’i' i 

86,36 

80 

101,6 : 

40 

8 i 

12 

10 47 ' 24 ” 

i THTt j 

100 

92,66 ■ 

117,5 ' 

40 

8 

12 

10 47 ' 24 ” 


1. <T>pe3Bi M3roTOBjiHK)TCH npaBope>Kyixi;Me c npaBoii bmhtobom KanaB- 

KOM JieBOJ'i BHyTpeHHOM pe3B6Bi M jieBopejKvngMe c jieBOM bmhtobom 

KaHaBKOM A.nH npaBoii BHyTpoHHeii posbGbi. 

2. BBinOJIHHKDTCH nO TeXHMHeCKMM yC.TIOBMHM BaBO/ta-MBTOTO- 
BMTeJIH. lEpOC^MJIB peSBbbl III..rtMcj30BaHHBIH. 

3. ripM BaicaBe hcoO-koammo yitaaBiBaTB nasBaHMe c|3pe3Bi m ycjiOBHoe 
oSoBHaneHMe ee. 


1. Milling cutters are manufactured right-hand cut with right-hand spiral 
flutes for left-hand internal thread and left-hand cut with left-hand spiral flutes 
for right-hand internal thread. 

2. Milling cutters are manufactured acc. to Maker’s Specifications. The thread 
is ground. 

3. When ordering please specify type of milling cutter and its symbol. 


^PE3bI PESbBOBBIE HACA^tHWE ^(JIH HAPyJKHOtt M 
BHyXPEHHEH PESbBbl ByPMJIbHbIX 3AMKOB 

(no HopMajiii 3aBoa;a-M3rOTOBMTejiH) 

SHELL TYPE MULTIPLE THREAD MILLING CUTTERS FOR 
EXTERNAL AND INTERNAL THREADS OF DRILLING TOOL JOINTS 

(acc. to Maker’s Standard) 

MaTepnaji; SwcTpopeiKyiitaH cTajin 
Material: high speed steel 



yCJIOBlIOe 

HaMeime 

Pa-jMepi.i B MM 


9y6L0B 


lipp.lHaruuiM.-Hi.r 

Syn.bo, 

D 



d 

pe^Hnch 

rfteeth 

TS 

Intended for threads 

2,5 Kir 

105 


85 

40 


12 

7“ 1' 30" 

flpaa. iwpyHai. 

Right-hand external 

;i2,5Ki[ 



/[CB. napyHai. 

Left-hand external 

3KI1 

105 

82,3 


40 

. 5 

12 

70 7 ' 30" 

lIpLiB. HapyHcn. 
Right-hand external 

;i 3 Kll 


.'leB. HapyyKii. 
Left-hand external 

4K 

105 

73,3 

120 

40 

j 

I 5 

12 

7» 7' 30" 

ripau. BHyrp ; 

Right-hand internal : 

J14K 


.'leB. Biiyxp. , 

Left-hand internal 

4Km 

105 

74,55 

115 

40 


12 

7» r 30" 

llpaB. BHyTp. 

Right-hand internal ' 
Jh'B. BnyTji. 
Left-hand internal 

,’]4Km 

5 

4KH 

115 


105 

40 


12 

7« r 30" 

ripaB. HapyvKH. i 
Right-hand external ; 

J14KH 



JleB. HapyatH. 
Left-hand external 



ripo.iOASKOuie Continued 



Dimensions in mm 


4iif:ao 

yyGbeB 

yro.’i 

Koiiyca 


Sya.bo. 

D 

7>i 

L 


Threads 
per inch 

Number 

angle 

Intended for threads 

5K 

115 

79,55 

135 

40 

4 

12 

70 7' 30" 

lliiuii. BHyrp. 

Right-hand internal 

.■l.)K 

JIcB. ntty-rp. 

Left-hand internal 

oKll 

,.5 

84,8 

120 

40 

4 

12 

7» r 30" 

ripau. iiapyaai. 
Right-hand external 

' .loKil 


Hupyvmi. 

Left-hand external 

50K 

115 


142 

40 1 

4 

12 

4045' 48" 

npaii. Biiyi'p. 

Right-hand internal 

;i50K 


Left-hand internal 

1 

: r>6KH j 

,,5 

94 

125 ■ 

1 

1 

40 ’ 


12 

40 45' 48" 

1 1 

ripaii. iiapy/KH. 
Right-hand external 

Ti5(5Kll 1 

1 


napyjKH. 

Left-hand external 



1 . <lDpe 3 fci nsroTOBJiHKDTCH npaBopejKvmne c npasoii buhtobom KanaB- 
KOj'i .-leBoii BHVTpeHHen n npason HapyjKHon pe 3 B 6 fci n jieBopejKyinTie 
c neBoii bhhtoboh KanaBKoii ajih npason BHVTpeHHen n jicbom napyjKHOM 
peSBDBI. 

2 . cJjpesBi BBinoJiHHiOTCH no TexHMHecKMM yc.7iOBJiaM 3aBoaa-n3roTO- 
BHTeJIH. npo4Dn.7IB peBBOtl UI.UnclDOBaHHfain. 

3. npn 3aKa3e neoGxoAMMO vKasBiBaTb HasBanne cjDpeabi n ycjioBHoe 
o6o3HaHeHne ee. 


1. Milling cutters are manufactured right-hand cut with right-hand spiral 
flutes for left-hand internal and right-hand external thread ; and left-hand cut with 
left-hand spiral flutes for right-hand internal and left-hand external thread. 

2. Milling cutters are manufactured acc. to Maker’s Specifications. 

3. When ordering please specify type of milling cutter and its symbol. 





4»PE3LI PE3I>BOBbIE XBOCTOBBIE ^JIB BHyTPEHHEW PE3bBbI 
ByPMJIbHblX 3AMKOB 

(no HopMajiM 3aBOfla-M3roTOBMTejiH) 

TAPER SHANK MULTIPLE THREAD MILLING CUTTERS FOR 
INTERNAL THREAD OF DRILLING TOOL JOINTS 

(acc. to Maker’s Standard) 


MaTepnaji: 6t.iCTpope>Kymafl crajiB 

Material: high speed steel 






r 

B 


1 
— C 

„ 1 





[_ 

~ 

L ^ 


yC.-JOHHOe 

0003- 

uauemio 


PajMcp 

Dtniensio 

linB 


;i= 


yroji 

Konyi-a 

ICoHye xHocra 

Symbol 

D 

■Di 

L 

1 

Threads 
per inch 

SS" 

an^e 

Taper of shank 

:i2,5K 

67,95 

40 

315 

105 

1 5 

8 

7» 7' 30" 

lioiivc hpaviuliluim 
.Ki 12 

Brown and Sharpe I 
No. 12 j 

3K 

79,2 

50 

320 

110 



7" 7' 30 " 

Koiivc hpuvH-Hlapn ; 
.M 12 i 

J!3lv 

5 

* 

Brown and Sharpe 1 
No. 12 ’ 


1. <$'pe3bi ii3roTOBJiHK)Tca npaBopeJitymne c npasow bhhtobom KanaB- 
KOM p,JiH JieBOii pesbSbi m jieBope>Kyiij;iie c jicbom bmhtoboh KaHaBKoii ajib 
npaBOM p83t>6fai. 

2. c&pesM BbinonHHioTCB: no rexHHHecKUM ycjiOBjiHM 3aBOAa-n3rOTO- 
EMTCJIH. ripOCjjMJIB pe3b6bl UI.7IMC|>DBaHHbIM. 

3. IIpM 3aKa3e hooSkoaiimo yKaatiBaTb nasBaHMe tj^pesbi n ycjiOBHoe 
o6o3HaBeiiMe ee. 

1. Milling cutters are manufactured right-hand cut with right-hand spiral 
flutes for left-hand thread and left-hand cut with left-hand spiral flutes for right- 
hand thread. 

2. Milling cutters are manufactured acc. to Maker’s Specifications. The thread 
is ground. 

3. When ordering please specify type of milling cutter and its symbol. 


rOAOBKM 

PE3bB0HAPE3HblE 




SCREW DIE HEADS 



CAMOOTKPMBAIOmMECa BMHTOPE3HME POJIOBKM 
C KPyrjILIMM rPEBEHKAMM 

(no rOCT 3307-46) 

SELF -OPENING DIE HEADS WITH CIRCULAR CHASERS 
(acc. to GOST 3307-46) 


1. CaMOOTKptiBa 
KaMn (n.naiiJKaMM) 
rOCT 3307-46 m -rex 


LDIHeCH BMHTOpeSHbie rO,7IOBKM C KpyrJItIjMM 
jroTOB.nHiOTcn no ochobhmm paBMepaivr, c 
inecKMM ycjiOBMHM, corjiacHO FOCT 4383-48. 


2 . CaMOOTKptiBaioutnecH ronoBKn c icpyrjiBiMM rpeSoHKaMn flonycKaioT 
napesKy napyxcHBix pestG AnaMOTpoM ox 3 ao 42 mm, c maroM ao 3 mm. 

3 . KoHCTpvKUMH caMOOTKpBiBaK)uj;MxcH rojiOBOK AonycKaex napesKy 
AiOMMOBBix M cnepnajibHBix peanS npn ycjioBnn MaroTOBAenwH cnennajit- 
Hbix rpeSenoK n KyjiaHKOB. 

4. IIpeAeJibHoe oTK,noHeHMe AwaMexpa xBOcxoBMKa no ,,B" (OCT 1022). 

5 . TonoBKH HsroTOBjiHioTCH xpex xnnoB; 

а) HeBpautaioLAnecH rojiOBKM ajih napesaHUH pe3b6bi na peBO.nbBep- 
Hbix n xoKapi-ibix cxanKax; 

б) BpaipaiomnecH ro.noBKM Hapesanna pesbGbi na CBcpjinabHbix 


(.na HapeaaHMa saAanHOM pesbObi roaoBKy hgooxoammo ocnacTi-iTb 
'cxByiouj;MMM rpeoenKaMM (naamKaMn) n KyaaaKaMM, coraacno npn- 
3M HH>Ke CBOAHoii xa6anne HasHaneHna rpe6eHOK n KV.naaKOB npn 
ii'iii pe3b6 BUHxopeaHbiivin rojiosKaMn (cm. exp. 102). 

(.aa BiiHxopesHbix roaoBOK c KpyrabiMM n.namKaMM i'f3roxoB.Tiaioxca 
10 3Be3A0HKM M BiiHXbi Ana Kpenaenna Kpyr.,abix rpeOenoK. 


1. Self-opening die heads with circular chasers are manufactured acc. to the 
basic dimensions stipulated in GOST 3307-46 and to Specifications stipulated 
in GOST 4383-48. 

2. Self-opening die heads with circular chasers cut external threads in diameters 
from 3 to 42 mm and with pitches up to 3 mm. 

3. The design of the self-opening die heads allows the possibility of cutting 
English and special threads by using special chasers and cams. 

4. Shank tolerance limits are to tolerance “B” (OST 1022). 

5. Die heads are manufactured in three types: 

a) stationary heads for cutting thread on turret lathes and tool room lathes ; 

b) rotary heads for cutting thread on drilling machines and screw automatic 
machines ; 

c) heads for automatic turret machines. 

6. To cut a given thread, the head must be equipped with chasers and cams 
according to the table of chasers and cam applications given below (See page 1 02) . 

7. Special stars and screws are furnished to fasten the chasers on the die head. 


I. rABAPMTHME PASMEPbl POJIOBOK 
I. SIZE OF DIE HEADS 
a) HespamaiomMecH rojioBKw 
a) Stationary types 

HapeaaHMH pe3&6fai na peBOJibsepHBix m TOKapHBix cTanKax) 
(for cutting thread on turret and turning lathes) 


6) BpaipaiomMeca tojiudkii 

b) Rotary die heads 

(ffjya HapesaHMH pesbGBi na CBepjiMJitHfaix craHKax ri aoTOMaTax) 

(for cutting threads on drilling machines and screw automatic machines) 










rpeScHKM K rojioBKaM 2K, 2K-30, 2KA, 2KA-35 
Chasers for die heads types 2K, 2K-30, 2KA, 2KA-35 


lllar 

pC^I.UM 

Ooo^maMCime 



PauMepiA li 

Dimensions in 

mm 




Pitch 

Designation 

^Cp. 

Di 

i 


d 



Notes 

0,5 

2-0,5 

28,3 

26 

14,5 

7 

12 

13 

20 


0,75 

2-0,75 

25,5 

23 

14,5 

9,75 

12 

13 

20 

/l.'iJi poiii.O ;uin- 

For threads i 

7 — 1 1 mm diameter i 

0,75 

2-0, 75A 

26,5 

24 

14,5 

9,75 

12 

13 

20 

M'‘T|lOM (i NtM 1 

For threads | 

6 mm diameter | 


2-1 

23,7 

22 

14,5 

13,5 

'1 

13 

20 

Jliji iM'ahu 

Mf'i illlM S - H MM 1 

For threads 1 

8 — 14 mm diameter | 

1 1 

2-IA 

30,7 

29 

14,5 

13,5 

12 

13 

20 

For threads | 

6 — 7 mm diameter ! 

1,25 

2-1,25 

30,9 

— 

14,5 ! 

_ 

12 

13 

20 

1 

1 1,5 

2-1,5 

29 

— 

14,5 I 

— 

12 

13 

20 


1 1,75 

2-1,75 

28,3 

- 

14,5 1 

_ 

12 I 

13 

20 


1 I 

2-2 

26,5 


14,5 

— 

12 ^ 

13 

20 



rpeoeHKM K rojioBKaM 3K, 3K-38, 3KA, 3KA-40 
Chasers for die heads types 3K, 3K-38, 3KA, 3KA-40 


Illar 

pc') h6i>i 

rj>o<'K‘iiOK 



Pan.Mepw b 

Dimensions in 

mm 



npJiwenniiHS 

Pitch 

Designation 
of chasers 

Dcp. 


i 


d 


■e 

Note. 

0,75 

3-0,75 

42,5 

41 

14,5 

9,75 

14 

15 

23 


1 

3-1 

41,7 

40 

14,5 

9,75 

14 

15 

23 

Zl-iti P03hr, ;uta- 

-MCTpItM !l l(i M.M 

For threads 

9 — 16 mm diameter 

1 

3-lA 

37,7 i 

36 

14,5 

9,75 

14 

15 

23 

/l-TH I'leu.o 

MOTpOM IS 22 MM 
For threads 

1,25 

3-1,25 

40,9 1 

39,5 

14,5 

13,3 

14 

15 

23 

1 8 — 22 mm diameter 


L 



rpeSeHKii K rojioBKaM 4K, 45-70 
Chasers for die heads types 4K and 4K-70 


IJIar 

peti.oi.i 




Dimensions in 

mm 



IIpjiMeMriniiH 

Pitch 

Designation 
of chasers 

/)<T. 



h 

d 

di 


Notes 

1 

4-1 

48,9 

48 

14,5 

9,75 

20 

21 

27 


; 1,25 

4-1,25 

52,0 

51 

14,5 

13,3 

20 

21 

27 


1,5 

1 

4-1,5 

43,1 


14,5 


20 

21 

27 

po3i>6 ;uiM- 

MfcpoM in :!:] M.\f 

For threads 

16 — 33 mm diameter 

1,5 

4- 1,5 A 

50,1 


14,5 


20 

21 

27 

.uiia- 

M(‘TpOM 12—11 MM 
For threads 

12 — 14 mm diameter 

1,75 

1 4-1,75 

48,4 

. 

14,5 

— 

20 

21 

27 


4-2 

37,5 

e 


14,5 


20 

21 

27 

3-111 pe;!i,.6 ;uia- 

MOTpOM 18 12 MM 

For threads 

1 8 — 42 mm diameter 

2 1 

4-2A 

46,5 

i 


14,5 


20 

21 

27 

3-151 po3i,o ;jHa- 
MOTpOM 14 — 16 MM 
For threads 

14 — 16 mm diameter 

2,5 j 

4-2,5 

42,9 j 

— 

16 

1 — ! 

20 

21 

27 

3 I 

4-3 

38,2 

~ 1 

16 

-i 

20 j 

21 

27 



J 







rpe6eHKM K rojioBKaM 1 KM, lKM-19 
Chasers for die heads IKH, lKH-19 


peybobi 

06o3HaHeniio 

I'PCOCHOK 



PasMepbi B 

Dimensions in 

mm 



npHMCHairiiH 

Pitch 

Designation 
of chasers 

-Dcp. 


i 


d 



Notes 

0,35 

0,35 

27 

26 

11 

6 

10 

11 

18 


0.5 

0,5 

27 

25,5 

11 

7 

10 

11 

18 

Tl.'in poai>6 ;uiii- 
Ml'I'lllIM 3 1 MM 

For threads 

3-4 mm diameter 

0,5 

0,5A 

25,5 

24 

11 

7 

10 

11 

18 

pe;u>u 

M'^TpOM 1 7 M-M 

For threads 

4 — 7 mm diameter 

0,6 

0,6 

27,1 

25,5 

11 

8 

10 

11 

18 


0,7 

0,7 

26,7 

24,6 

11 

9 

10 

11 

18 


0,75 

0,75 

25,1 

23 

1 

11 

9 

10 

11 

18 

JJ.'iH [leni.O 

.MO-rpO.M 6 1 ,M-\I 

For threads 

6 — 7 mm diameter 

0,75 

0,75A 

22,7 

21 

11 

9 

10 

11 

18 

For threads 

8 — 1 1 mm diameter 

0,8 

0,8 

25,8 

24 

11 

9,5 

10 

11 

18 


1 


24,9 

1 

11 


10 

11 

18 

l.o;!!-'' _iiia- 

For threads 

6 — 1 mm diameter | 


lA 

21,4 


11 

■ 

10 

11 

18 

For threads | 

8 — 12 mm diameter ; 

1,25 

1,25 

22,4 

— 

11 

— 

10 

11 

18 


1,5 

1,5 

22 

— 

11 

— 

10 

11 

18 



n p II M e ^ a H H a : 

1. KoMnjieKT rpedenOK ccctoht ii 3 HCTtipex lUTyK; pe3b6a rpe6eHOK noc.neAo- 
BaTejTfaHo CMeLqaeTCH na '.'j mara. 

2. IIpeAejibHfaie oxKJiOHcrnia Dcp. — Mi-niyc 0,2 mm; paaHOCTt AMaMexpoB Dcp. y 
rpeSeHOK o.AHoro KOMnjieKTa ae npesbiuiaeT 0,02 mm. 

3. npeflCJit-Hbie OTKjioHeHHa d — no „A‘- (OCT 1012). 



III. OCHOBHblE PA3MEPbI KYJIAMKOB 
III. BASIC SIZES OF CAMS 



KoMOJICKT KyjiaHKOB COCTOMT J<13 MeTfcipex lUTyK. 

A set consists of four cams. 

KyjiaHKH K rojioBKaivt IK, lK-15, lK-22, IKA 
Cams for die heads IK, lK-15, lK-22, IKA 






Designation 
of cams 

Hape^meMMc pe3i»r)i>i (AnaMcrp x uiar)» mm 

Thread to be cut (diameter x pitch), mm 

2-r 

1 9 X 1,25; 11 X 1,5; 12 x 1,75; 14 x 2 


8x1 

2-E 

6 X 0,75; 9 X 1 

2-^' 1 

12 X 1,5 ; 

■ 2 -' a : \ 

7 X 0,75 1 

2-11 1 

12 X 1,25; 14 X 1,5 

2-11 

8 X 0,75; 10 X 1 

2-C 

11x1 I 

2-.'l 

6 X 0,5; 9 X 0,75 

2-M 

7 X 0,5; 10 X 0,75; 12 x I 

2-11 

11 X 0,75 1 

2-1 > 

14 X 1 j 


Kyjia*^iKM K rojioBKaM 3K, 3K-38, 3KA, 3KA-40 
Cams for die heads 3K, 3K-38, 3KA, 3KA-40 



Thread to be cut (diameter x pitch), mm I 



10 X 1,5; 12 X 1,75 ! 



9 X 1,25; 14 X 2; 18 X 2,5 1 



11 X 1,5 



20 X 2,5; 16 X 2 1 



24 X 3 I 


111 

22 X 2,5 ! 


11 

9x1 


.'1 

12 X 1,25; 14 x 1,5 


u 

10 X 1 


M 

16 X 1,5 


11 

11 X 1 


;i 

18 X 1,5 


11 

9 X 0,75 


i> 

12 X 1 


24 X 2 

10 X 0,75 

11 X 0,75; 20 X 1,5 


Kyjia>iKM K rojiOBKaM 4K, 4K-70 
Cams for die heads 4K and 4K-70 


< )r) 03 na 'iCHUo 
Ky.lUMKOU 

Designation 

HapenaoMi.ie per]i.r>i.i (,tii:imotp x mar); 
Thread to be cut (diameter X pitch), m: 

1 -r. 

12 X 1,75; 14 X 2; 18 X 2,5 

Mi 

12 X 1,5; 16 X 2; 20 X 2,5 

1-r 

24 X 3 


22 X 2,5; 14 x 1,5; 27 x 3; 12 x 

]-!•: 

16 X 1,5 

ME 

12 X 1; 18 X 1,5; 24 x 2 

■Ml 

36 X 3 

l-.'l 

14 X 1; 20 X 1,5 

l-M 

27 X 2 

1 -Ml 

39 X 3 

I -Ml 

42 X 3 

i -f-1' 

16 X 1; 22 X 1,5 

: 1-C 

18 X 1; 24 X 1,5; 30 x 2 

■l-'l' 

27 X 1,5; 33 X 2 

■l■^' 

20 X 1 

i -l-M 

22 X 1 

i 

30 X 1,5; 36 X 2 

1 Mil 

33 X 1,5; 39 X 2 

1 -lEl 1 

42 X 2 


Ky.TianKM k ro.TioBKaM l-KM, lKiI-19 
Cams for die heads 1-KH, 1 Kn-19 



Designation j Thread to be cut (diameter x pitch), mm 


3,5 X 0,6; 4 X 0,7; 5 X 0,8} 6 X 
II i 3 X 0,5; 8 X 1,25 

1' I 11 X 1,5 

ZI ! 7 X 1; 10 X 1,5 

i 9 X 1,25 

E ; 12 X 1,5 

ri; i 4 X 0,5; 6 X 0,75 

J1 3 X 0,35; 4,5 x 0,5; 9 X 1 

M 8x1 

11 12 X 1,25 

11 7 X 0,75; 11x1 

P 3,5 X 0,35; 5 X 0,5; 8 x 0,75 




IV. OCHOBHblE PA3MEPBI 3BE3;a;OHEK 
IV. DIMENSIONS OF STAR PINIONS 


VI. nPMCnOCOBJIEHMB JIJISI SKCnJIOATAlIMM POJIOBOK 
VI. ACCESSORIES FOR DIE HEADS 



Ha pMcyHKe noKasano npMcnoco6jieHMe aaTaaMBaHwa rpeSenoK 

BMHTOpeSHMX rOJIOBOK. 

Figure shows fixture for grinding die head chasers. 



V. OCHOBHblE PA3MEPbI BMHTOB KPEHJIEHUa 

FPEBEHOK K KyjIAHKAM 

V. DIMENSIONS OF SCREWS FOR FASTENING THE CHASERS 
TO THE CAMS 

KoMnJieKT BMHTOB COCTOMT M3 HCTBipex UIXyK. 


Ha pMCVHKe noKasaHO npHcnocoGjieHtiefl.aa M3MepeHMH rpeSenoK r 

SaTaHMBaHMH. 


Figure show's device for measuring chasers after grinding. 





CBOJ^HAJi TABJIMBA HASHAHEHMfl TPEBEHOK M KYJIAHKOB OPM HAPE3AHMM 
PE3bB BMHTOPE3HbIIVm rOJIOBKAMM 
SUMMARY TABLE OF CHASERS AND CAM APPLICATIONS IN THE DIE HEADS 




r CAMOOTKPbIBAIOmAaca PE3bBOHAPE3HAa 

rOJIOBKA C TAHrEHBMAJIbHMMM njIAUIKAMM, MO;Q(EJIb PPT-l 

SELF-OPENING DIE HEAD WITH TANGENTIAL CHASERS, 
TYPE RGT-1 



CaMOOTKpBiBarou^aHCH pe3L6oHape3HaB rojioBKa PFT-l npennasHa- 
naeTCH fljiH HapesaHHH napyjKHBix MeTppiHecKMx pestS c flnaMeTpoM ot 
6 AO 20 MM, AKJMMOBBIX peStS C AMaMe-rpOM ot AO K COOXBeTCTBVIO- 
mwx pasMepoB TpyOntix peBBo c tohhoctbkd no 2-My KJiaccy. 

rojiOBKa npuMenaeTCH na 6ojiTope3HBix CTanKax n MHoromnnHAejiBHBix 
aBTOMaxax. 

Pa3MepBi njiaiiteK ashbi na pncynKe. 


njiauiKM M3roTOBjiHK)TCH cJicAyiOLAnx paBMepoB npo(J)njiew; 
MexpMnecKaH pe3b6a (mar b mm) — 1; 1,25; 1,5; 1,75; 2; 2,5; 

AiOHMOBan pe3B6a (hmcjio hhtok na 1") — 20; 18; 16; 14; 12; 11; 10; 
TpyOnaa pe3£.6a (hmcjio hmtok na 1") — 19; 14. 

njianiKM ycTanaBJiMBaiOTCH b njiamKOAepjKaTejiHx c noMOinbio ycxanO' 
BOHHoro ixiaOjioHa m ycxanosoHHBix bmhtob m xpenaxcH npnxcMMHBiMM njian- 
KaMM C nOMOIUBK) BMHXOB. 

KoMnjieKT njiamcK cocxomt ms 4-x mxyK. 

ripii Baicase n.aamGK ajih jigbom pcsbObi hgoOxoammo ACJiaxB o6 axoiv 
cooTBexcxBjHOinee yKasaniie. 

C xonoBKoii nocxaBJiHexcH: ycxaHOBOHHBiii ma6jiOH, xoppeBOM kjikdh k 
oxBepxKa. 

The self-opening die head, type RGT-1, is intended for cutting external Metric 
threads from 6 to 20 mm diameter, English threads from^/^" to diameter and 
pipe threads in the same range. The threads are cut to the second class of accuracy. 

This die head can be used on bolt threading machines and multi-spindle auto- 
matic machines. 

The sizes of the chasers are given in figure. 

Chasers are manufactured for the following thread sizes and forms: 

Metric thread (pitch in mm) — 1; 1.25; 1.5; 1.75; 2; 2.5; 

English thread (threads per inch) — 20; 18; 16; 14; 12; 11; 10; 
pipe thread (threads per inch) — 19; 14. 

Chasers are mounted in the chaser holders by means of an adjuster gauge and 
adjusting bolts and fastened by clamping flats and screws. 

A set consists of four chasers. 

When ordering chasers for left-hand thread, please specify same in order. 
The head is supplied with the following accessories: adjuster gauge, adjusting 
wrench and screw driver. 



CAMOOTKPWBAIOmAaca PE3bBOHAPE3HAa POJIOBKA 
C TAHrEHH;MAJIbHbIMM nJIAlIIKAMM, PrT-2 

SELF-OPENING DIE HEAD WITH TANGENTIAL CHASERS, 
TYPE RGT-2 

CaMOOTKpbieaiomaacH pestSoHapeaHaa roaoBica PrT-2 npe^^Haana- 
Haexca ajih HapesaHwa napyjKHBix jvreTpMaecKMx peasO c AwaisieTpoM ot 10 
AO 38 MM, AioMMOBMx peafc6 c AwaMexpoM ox ^/s" ao IV 2 " n cooxsexcxByio- 
m;Mx paaMepoB xpy6HBix pe3B6 c xomhocxbio no 2-My K.naccy. 

roaoBKa npwMeHaexca na 6oaxope3HBix cxaHKax. 

FoAOBKa cooxBexcxByroipeM bbixohkom b Kopnyce HacajKMsaexca na 
c^aaKep mnwHAeaa cxaHKa n Kpennxca 4-Ma xpeneiKHBiMM ooaxaMn. 

IlaaiiiKM ycxaHaBAMBaroxca b naauiKOAOpjxaxeaax c noMOipBio ycxano- 
BOHHoro ma6aoHa a \ cxanoBoanBix bmhxob. 

PaaMcpBi naameK a^hbi na pacynKO. 





naauiKa aaroxosaaioxca A-aa caeAyioiuax paaMepoB npo^Jaaeir pe3B6: 
MexpaaecKaa p33B6a (uiar B mm) — 1; 1,25; 1,5; 1,75; 2; 2,5; 3; 3.5; 4; 

(no OCT HKTH 32) 

AioaMOBaa pe3B6a (aacao naxoa aa 1") — 20; 18; 16; 14; 12; 11 ; 10;9;8;7 ; 6; 
(no OCT HKTH 1260) 

xpyGaaa peaBOa (aacao hmxok aa 1") — 19; 14; 11. 

(no OCT HKTH 266) 

Ilocae M3H0ca naaineK na BeaaHaHV 25 mm npaMCHHiOTCH paaaHApaKa, 
ycxaHOBOHHBie bmhtbi. 
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BCTaBJineMBie b OTBepcTMH no;^ 


u 


K KajKAoa peaBSoHapeanoa roaoBKe npaaararoxcH: 

ycxaHOBOHHBia maSaOH, 2 ceaxopa nepeKaioneHaa, xaioa, oxBepxxa, 
4 paaaHApaKa. 

KoMnaOKX riaauieK cocxoax aa 4-x uixyic. 

The self-opening die head RGT-2 is intended for cutting external Metric threads 
from 10 to 38 mm diameter, English threads from ^/g” to P/2^^ diameter and pipe 
threads in the same range. The threads are cut to the second class of accuracy. 

This die head can be used on bolt threading machines. 

The spindle flange of the machine, on which the die head is mounted, fits into 
a recess in the body of the die head. The latter is fastened by four bolts. 

Chasers are mounted in the chaser holders by means of an adjuster gauge and 
adjusting bolts. 

The sizes of the chasers are given in figure. 

Chasers are manufactured for the following sizes and forms of threads: 
Metric thread (pitch in mm) — 1; 1.25; 1.5; 1.75; 2; 2.5; 3; 3.5; 4; 

(acc. to OST NKTP 32) • 

English thread (threads per inch) — 20; 18; 16; 14; 12; 11; 10; 9; 8; 7; 6; 

(acc. to OST NKTP 1260) 
pipe thread (threads per inch) — 19; 14; 11. 

(acc. to OST NKTP 266) • 

After the chasers have been ground 25 mm, they are used w'ith cylinders inser- 
ted in the adjusting screw holes. 

Each die head is supplied with the following accessories: 

Adjuster gauge, two switching sectors, adjusting wrench, screw driver, four 
cylinders. • 

A set consists of four chasers. 


My<I>TOHAPE3HbIE HATPOHLI C KPyPJIblMII PPEBEHKAMM 
(HJIAUIKAMM) 

COUPLING THREADING DIE HEADS WITH CIRCULAR CHASERS 

My43xoHape3HBie naxpoHBi npeAHaanaHCHBi ajih HapeaaHHH BHvxpeH- 
Hefi KOHMHeCKOM pe3B6BI B COeAMHMxeaBHBIX Mvcjjxax K XpySaM AJIH Hecj^XH- 
Hoi'i npoMBim.TieHHOcxi'i AnaMexpoM ox IV 2 '' ao 16 ^/ 4 ". 

IlaxpoH npowasoAMT Hapeaai-me npeABapMxe.nBHO pacToaenHon MycjsxBi 
c OAHofi cxopoHBi aa oamh npoxoA- 

riaxpoHBi ycxaHaBanBaioxcH na cnepiiaaBHBix BcpxMKaaBHBix My(| 5 xo- 
HapeaHBix cxaHKax. 

IlaxpoH npHKpenanexcH k mnHHAsaio cxanica BOceMBio BUHxaMH w pen- 
xpi-ipyexcH SypxMKOM. ■■■ 

My4)XBi paaMepoM ox 3" m BBime HapeaaioxcH KpyraBiMw naauiKaMH. 

* MycjDTBi paaMepoM ox 1 V 2 '' ao 2^/8" HapeaaioxcH naocKHMH naauiKaMH. 

F(aH HaaaAKM naxpoHOB na paaHBie paaMepBi cayxcax CMeHHBie fferajin: 
roaOBKM, KpecxoBMHBi, KyaaHKM, naaiiiKM, ynopHBie KoaBpa. 107 




* KyjiaHKM M njiaiuKM nocTaejiHioTCH KOMnjieKxaMM. 

KyjiaHKM nocTaBJifliOTCH b c6ope co 3Be3AO^KaMM m bkhtbivi 
AJiH njiocKMX njiameK nocxaBJiaioTCH b c6ope c KpbiuiKaMM. 



:aTpoHa; npw 
TOJiBKO 060: 


epa Ha naxpoH. IlpM saicase fl,eTaJieii 


My43TOHape3HBie kvjihhk 
2 KOMHjieKxa KajKAoro pa: 


Coupling threading die heads ai 
1 couplings*for oil industry piping 
The die head forms the thread 
1 one pass. 

These die heads are mounted o: 


; intended for threading internal taper thread 
a sizes from to diameter, 

n preliminarily bored couplings from one side 


These die heads are mounted on special vertical coupling threading machines. 
The die head is^ fastened by eight bolts to the machine spindle and centered on 
a shoulder. 

Couplings from 3 " diameter and larger are threaded by circular chasers. 

Couplings from IV2'' to c’lz” diameter are threaded by radial chasers. 

The interchangeable parts: head, stop rings, insert blocks, chasers and cross- 
heads, serve to adjust the die head to the various thread sizes. , 

Insert blocks and chasers are supplied in sets. 

Insert blocks are furnished assembled with the star pinions and screws. ^ 

Heads for radial chasers are supplied assembled with their covers. 

When ordering heads, crossheads and stop rings, please state their designations 
and the type of the die head on which they are to be used. When ordering insert 
blocks and chasers, as well as adjusting screws and star pinions, it will be sufficient 
to state their designations. It is recommended that not less than two sets of each 
size of insert blocks be ordered for each die head. When ordering parts and chasers 
for left-hand die heads, please state, “left”. 





CIRCULAR CHASERS FOR COUPLING THREADING DIE HEADS 




Irill pipe left i drill pipe left 



KyjIAHKM K My<I>T0IIAPE3HLIM HATPOIIAM C KPyPJILIMH nJIAUIKAMM 



npuMCHaii 




rOJIOBKM K My<t>TOHAPE3HI>IM nATPOHAM C KPyr.lMMM njIAIUKAMM 


HEADS FOR COUPLING THREADING DIE HEADS WITH CIRCULAR CHASERS 



OOpMQB 








Pa’LMOpi.t li MM 



IIoMHiia.ifcHi.ie paaMcpi.i 

Mapicnpuitica xo-iguok 




iiUTpona 

Mytpr no TOCT 




Dimensions in mm 


Type 

Nominal coupling 


Symbol of heads 

/(naMCTp 

Bhico-ra 

Index 

of die head 

diameter acc. to GOST 




Diameter 

Height 



IVa" 11 KT 

17, 

' illCI^ 


41,6 

130 

.Motis 


IV," lIKT! 

172 

' ilKB 


46 

130 

M MO 111 


2" lIliT 

2" 

lIKT 


52 

130 

M.-UilO 


2" lllvH 

2" 

IIKR 


56 

130 

M:U1h 


2V2" IIKl’ 

27= 

' llKT 

nyp. 
drill pipe 

60,4 

130 

.Miliiii 


278" I'U'- 

272 

' Ilia' 

uyp. 

60,4 

130 

MPC.ii 


drill pipe 



drill pipe 





27," Ill.’H 

27= 

[iia; 


63,5 

130 

MPCP 

Ml UK 

3" lllv'l' 

3" 

IlKl' 

uyp. 

drill pipe 

79 

103 

MPiic 


372" ''VP- 

3" 

llKT 

nyp. 

79 

103 

M ;;(!<: 


drill pipe 



drill pipe 





3" flKB 

3" 

[ri>p. 


85 

103 

MiKiT 


37=" IIJ'T 

372 

' lll.T 


92 

103 

M ;i(i V 


37„'UlKn 

372' 

' IlKI! 


98 

103 

MiiOili 


4 "' lllvl’ 

4" 

lIKT 

drill pipe 

103 

98 

Miilia 


4Va" uyp. 

4 " 

ilKT 

Kyp. 

103 

98 

M :i(l a 


1 drill pipe 



drill pipe 





1 4" IIKB 

4" 

IlhT! 


108 

98 

M-.Kiu 


2V/UIKr 

272 

IlKT 

uyp. 

drill pipe 

60,4 

171 

M 86 n 8 


27*" uyp. 

27,' 

■' IIKP 

uyp. 

60,4 

171 

M 36 n 8 


drill pipe 



drill pipe 




MllSiv 

2v,"iiKn 

27y 

•' MKH 


63,5 

171 

M36p8 


3" IlKP i 

3" 

IlKT 

drill pipe 

79 

138 

M:l6eS 


37," Oyp. 

3" 

IlKT 

uyi'. 

79 

138 

M3()c8 

L 

drill pipe 



drill pipe 











4VV' oyi.i. 

4" 0\p. 

103 

130 

MilOa.iS 

• drill pipe 

drill pipe 




left 

left 




SV.e" uvp. 

5" ovp. 

130 

130 

MrjfiB.'i 

drill pipe 

drill pipe 




.'leB. 





left 

left 




6Va'' 6>p. 

i 6" 6\'p. 

156 

no 

Moor. -I 

drill pipe 

1 drill pipe 




.Tt'B. 





left 

left 



i 


KPECTOBHHbl 

K >ry*TOHAPE 3 HBIM nATPOHAM C KPypjIblMII njIAUHCAMM 
CROSS HEADS 

FOR COUPLING THREADING DIE HEADS WITH CIRCULAR CHASERS 



Type 

of die head 


Uv-'MiiHa-ibULif pajMopivi 

My4)T no rOCT 

Nominal coupling 
diameter acc. to GOST 

MapKHpOHKU KpeCTOHIlH 

Symbol of heads 

PaHMUpW ti MM 

tiH.OKC 

/UiaMOrp 

Diameter 

Hi.K'nTa 

- u/," iiKr 

I'V' 

27 

93 


J 1V="HKB 

!■/," 

27 

93 

Mil.Mt 

1 2" HKr 

2" 

35,8 

93 

M3r>;i 

1 2" HKB 

2" 

35,8 

93 



MH-IK 





MIISIwI 


drill pipe 

:ieB. 

left 


drill pipe 

jieij. 

left 




5Vi6' 

' oyp. 
drill pipe 

Jien. 

left 

5" 

oyp- 

drill pipe 

JIOB. 

left 

130 

130 

MMlin.’i 


e-Ve" 

oyp. 

drill pipe 

left 

6" 

oyp. 

drill pipe 

left 

156 

110 

1 

MMlll'Jl 


KPECTOBHHM 

K MyOTOHAPESHMM HATPOHAM C KPypjIfclMM njIAUIKAMM 
CROSS HEADS 

FOR COUPLING THREADING DIE HEADS WITH CIRCULAR CHASERS 



iiarpoHa 

Type 

of die head 

lioMlllia.'XLIILlU pa’JMCpLI 
Mj’cln' no rOCT 

Nominal coupling 
diameter acc. to GOST 

MapiciiiJoBica ivpec 7 * 0 BHn 

Symbol of beads 

PasMop 

Dimensic 

ns in inn. 

11ha«kc 

AuaMcrp 

Diameter 

Bi.icoxa 

Height 


!>//' HKr 

I'.V' 

27 

93 

Msr.ic 

MH 4 K 

1 V/' HKB 

IV," 

27 

93 



2" HKr 

2" 

35,8 

93 

MS.tji 


2 " HKB 

2 - 

35,8 

93 








T 



L 



T.,n 

IIoMUHa.TJ.in.re 

pasMepLi 

MytJjT no FOOT 

MapKii porii:a 
yiiopriKix Ko.’ioii 

AltilMOlp B MM 

Diameter in iiiin 



of die bead 

of coupling 

Symbol of stop rings 


internal 

Height 



I'/rilKI' 

17 /' HKB 

290 

51 

45 

M :17;^ 


1 Vs"! 1KB 

17 ." IIKB 

290 

57 

45 

M 3710 


2" IIKP 

2" HKB 

290 

65 

45 

.M 37ji 


2” 11 KB 

2" HKB 

290 

71 

45 

M 37Z 


2‘A"MKr 

272 " HKB Hyp. 
drill pipe 

290 

78 

47 

.\l37ii 


2V."6yp. 

drill pipe 

272"liK'B Oyp. 

drill pipe 

290 

78 

41 

M37n 

M1I4K 

2V/'11KB 

3" IIKB 

272 " iircB 

3" rii;B ovp. 

290 

82 

40 

M 37p 


drill pipe 

290 

94 

39 

M37c 


3V2"6yp. 

drill pipe 

3” HKB Oyp. 

drill pipe 

290 

94 

39 

M 37c 


3" IIKB 

3" ilKB 

290 

99 

32 

M 37t 


3V2"llKr 

• 372 " HKB 

290 

106 

32 

M37v 


3V2"11KB 

372 " HKB 

290 

112 

32 

M 37<t, 


4" IIKB 

4" HKB 5yi), 

drill pipe 

290 

120 

47 

.M 37a 


4V2" r.yp. 

drill pipe 

4" HKB oyp. 

drill pipe 

290 

120 

47 

.M37a 


4" 11KB 

4" 11KB 

290 

126 

40 

M 370 


2V2" HKB 

272 " 11KB 

380 

78 

70 

.M37n.‘^ 

• 

27."0yp. _ • 

drill pipe 

272 " HKB 

380 

78 

70“ 

M 37118 


2 V 2 " HKB 

272 " HKB 

380 

82 

63 

.M37pS 


3" HKB 

3" HKB Oyp. 

drill pipe 

380 

94 

60 

.M 37cS 


372 " 6yfi. 

drill pipe 

3" HKB Oyp. 

drill pipe 

380 

94 

60 

.\I 37cS 

M1I8K 

3" HKB 

3" IIKB 

380 

99 

53 

M 37t8 

37/' HKB 

372 " IIKB 

380 

106 

53 

.\1 37yS 


37 ." HKB 

372 " HKB 

380 

112 

53 

.\! 37 .I 1 .S 


4" IIKB 

4" HKB Oyp. 

drill pipe 

380 

120 

60 

M 37 a 8 


47='' 6yp. 

drill pipe 

4" HKB Oyp. 

drill pipe 

380 

120 

60 

.M 37n8 


4" HKB 

4" HKB 06c. 

casing pipe 

380 

126 

60 

.\I 3768 
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3 BE 3 AOHKM K My 4 >TOHAPE 3 HMM HATPOHAM C KPyrjIbIMM HJIAUIKAMM 


flTpo,70.ix‘euue 


MUSK 
Mil JSK 


HoMIlHaJlf.HI.IO 

pa3Mepi-i 
My4)T no rOCT 


43/j" ofic. 

casing pipe 

sVis" 

drill pipe 

53//' oOc. 

casing pipe 

6V/'oyp. 

drill pipe 

eVs" oOc. 

casing pipe 

7=/»" 


IOV 4 " 

11=//' 

12 ^ 4 " 

13 ^/ 4 " 


8V3" 

9V/' 

lov/' 

11V4" 

12Vi" 

13=/4" 

I4V4" 

16 V*" 

2 V/'uyP- "’Pr’- 

drill pipe left 

3V2" wyp- 

drill pipe left| 
41 /^" oy)!. JIOB. 

drill pipe left| 

2’/e" f'yp- 

drill pipe left 

31 / 2 " '"'/P- 

drill pipe left 

4V2" '^’yP' 

drill pipe left 

svis" »yp- I 

drill pipe leftj 

eVs" '"’yp- 

drill pipe left 


Syriiliol of stop rings 


IIKB one. 

casing pipe 

drill pipe 


14 ” 

16" 

2‘//' pyp- 

drill pipe 

3" ciyp- 

drill pipe 

4" ftyp. 

drill pipe 


2 V 2 " 


drill pipe 

Oyp. 

drill pipe 

oyp. 

drill pipe 

oyp. 

drill pipe 

Oyp- 

drill pipe 


/tiiaMerp n .m 
D iameter in in 


380 

380 


500 

500 

500 

500 


Iln.reKi' 


M ;i7ii 

MoTk 


MOTiilO 
M OTo 


M 8711 
M 87c 


.\l87iiS 

M 87c8 
M 87aS 
M87 b 
M 87;t 




HoMiiHajii.m.ie parjMepi.i 

MjnJlT TIO I'OCT 

Nominal diameter of coupling 
acc. to GOST 

Number of teeth of 

Ko/£iiqecTHo 

Number of star 
pinions in set 

IlHAeicc 

?;xi vT,niueM 

large gear 
inserted into 

BXOAJiniGM 

B Ky,;iaHOK 

small gear 
inserted into 

3”— OVa" 

20 

19 

4 


4"— 5V4" 

23 

22 

5 

M8!)a 

6V8"-7V3" 

27 

26 

6 

.M3!)C 

SVs"— 9=/8" 

27 

26 

8 

M 39 B 8 

lOV/'— 137*" 

27 

26 

10 

M 39 1! 19 

I4V4"— I6V4" 

27 

26 

12 

.M 39 B 1 2 




• 



BMHTW JlJia KPEnjIEHMfl KPyrjIMX nJlAIUEK 
My«l>TOHAPE 3 HMX HATPOHOB 
SCREWS FOR FASTENING CIRCULAR CHASERS 
IN COUPLING THREADING DIE HEADS 
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CBOflHAfl TABJIMIXA CMEHHBIX J(ETAJIE(1 
Mya»TOHAPE3HI>IX nATPOHOB C KPyrjIbIMM nJIAIUKAMM 



SUMMARY TABLE OF INTERCHANGEABLE PARTS 
FOR COUPLING THREADING DIE HEADS WITH CIRCULAR CHASERS 


pauMepw 

My(])T no rOCT 

Nominal diameter 
of coupling 
acc. to GOST 

n.iaiiiKM 

Blocks 

rOJIOBKIl 

Kpocro- 

Cross heads 

ynopiiKie 

stop rings 

pinions 

Screws for 
fastening 
the chasers j 



Ha 

lion Mil 

IK 






Die head , 




1 

I>//' IIKT 


__ 


.Mil.a.x 

MilTa 

M39u 

•M.VIO S 

I‘/2" 11 KB 


— 

.Miilini 

.Mil.'lK 

.MilTlo 

M300 

Mali! I 

2" IIKP 

— 


.Mild 10 

.Miirui 

MilTn 

MilOitS 

Mail-' 

2" 1 1KB 

— 

. 


M35.4 

.MiKZ 

MilOiiS 

M.Hb.S 

21//' llKP 

— 

— 

,M;Wu 

.MiloM 

MilTii 

MiiSlIiHI 

.M. atm 11 

2'!/- 11KB 

— 

— 

M;iOp 

M:15m 

MilTp 

.\r3!ii!iii 

M.alBlII 

21 / 3 " Ovp. 

— 

— 

MSOii 

.Mil.'l.M 

MiiVii 

MilOnlO 

5l:vim() 

drill pipe 








3” MKT 

.M-tOii 

Mil'll ■ 

.Millie 

Mor>w: 

MilTe 

MilOnlO 

MatnIO 

3" 11KB 

M4(tii 

MM-Sr 

Miliii- 

M3ovi; 

.\I:!7t 

.M30B12 

M.HB12 

3V=" 5vp.' 

M40n 


Millie 

MilOii; 

MilTe 

.M:iiiBl2 

.M.alnIL’ 

drill pipe 








31 / 2 " IIKT 

M-!Op 

M;5Sy 

.Milily 

M.-l.-iii; 

MilTy 

— 

— 

31 / 2 " HK'B 

MlOp 

•MOSd) 

.Mililili 

M:1:.;k 

MilTili 

:V2\i 

.M.ali: 

4" IIKP 

Mliia 

M38a 

.Millia, 

Mil.aa 

.MilTa 

.MilOa 

M.alii; 

4*/," Gvp. 

M!i)a 

MOSa 

Millia 

Milaa 

.MilTa 

MM'.ia 

.M.atii; 

dryi pipe 








4" 11KB 

M-lOa 

M:1S0 

Mili’.O 

M:l5a 

MilTO 

.\l:l!)0 

.M.Tlil 



HaTpoH Mil SK 


, 




Die head , 





2V2" IIKP 

_ 

__ 

.MiHjiisi 

MilO.M 

.MilTiiS i 

.Miiiimii 

p Mallilll 

21//' 1 1KB 




MiltipS 


MilTpS ' 

.MilOiiiii 

,M.". lull) ' 

2’/8" 6yp. 

— 

— 

MilGiis 

MilO.M 

MilTllS 

.Mil'.lHlII 

M^lniii i 

drill pipe 



, 


e 



3" HKP 

M40h 

.M:i8c 

MSlicS 

Mil.OiK 

MilTeS 

1 MiiOiilo 

M54mn ! 

3" IlKB 

MHiii 

MHSt 

MiiiiTS 

Mil.Oii; 

MilTrS 

] .M:!ilHl2 

M34m2 i 

31/2" oyp. ^ 

M l On 

.\I:’,8c 

Millies 

,\l8.V,i; 

MilTeS 

M:i;iBl2 

Ma4m2 ^ 

drill pipe 








. 3'/2" HKP 

.M40p 

M:5Sv 

Miir.vS 

MilOii; 

.MilTyS 



31/0" HKB 

M40p 

M3Sd) 

MiKiitiS 


MilT.l.S 

M2i; 

M.-.li: ; 

4" HK’P 

MlOa 

M3Sa 

MiiiiaS 

M35aS 

MilTaS 

MilOa 

Moia; j 

41/2" Oyp. 

Mlda 

MMSa, 

MilliaS 

Mil.OaS 

MilTa.s 

MilOa 


drill pipe 








4" 11 KB 

MlOa 

MSSo 

MilliOS 

MilOaS 

.MilTnS 

M390 

.Mali! 

4^/4" ooc. 

i\l40o 

MiiSo 

MilOOS 

MSoaS 

.MilTuS 

— - 

— 

casing pipe 








5”/i 6" oyp. 

i\l4l)R 

.M3Sb 

Milfin 

MSoaS 

MilTii 



drill pipe 








5^1/' 06c. 

iM40r 

M3SP 

MilOi! 


M37r 

— 

— 

ca ing pipe 














llirrpoii .\1I18KVI 

Die head ,, 


3 V 2 " IllxT — — M.SOhjis M:i5M M;i7iis 

3 V 2 " [IK'R M-Kinji M;sscji M;?6 cjiS M;i7cS ;i2K Mr.li,- 

4" IliiT M-tOaa MliSa.'i MSOaJiS MSaiuiS .M:!7a,8 M3i)a .Malvi; 

I'lyp. M-IOb.'i M.:i8i!7i MSdB.a M8»a.'i8 M;i7ij M51’,i; 

drill pipe 

4" iIKH M-IOZIJ! M:58;i.:i M:lSrji M:!')!'),! .M;r7;i MiiUil Mr.iii 


TPYBOHAPESHblE nATPOHbl C KPyrjIbIMM PPEBEKKAMM 
(nJIAUIKAMM) 

PIPE THREADING DIE HEADS WITH CIRCULAR CHASERS 




Tpy6oHape3Ht>ie naxpcHBi npeAHasHaneHti ajih HapesanwH KOHiinecKOH 
pe3b6Bi Ha TpySax ajih Hec|)THHOM npoMBiuiJieHHOCTH AwaMeTpoM ot I'h" 

124 AO IQ^/a". XlaxpoH npOM3BOAMT npoxaHHBaHMe m OAHOBpeMeHHO HapeaaHHe 



njIAUIKM KPyrJIME K TPyBOHAPE3HbIM HATPOHAM 
CIRCULAR CHASERS FOR PIPE THREADING DIE HEADS 



Irill pipe left I drill pipe left ! drill pipe left 



203,20 21 570 9123, 






147,0 

134,3 


106,6 

93,9 


7=/!" 

1" 

SVs" 

8" 

9Vs" 

9" 

IOV4" 

10" 

1 IV4" 

11" 

12V/ 

12" 

I3V4" 

13" 

I2V4" 

12" 

I3V4" 

13" 

I4V4" 

14" 

I6V4" 

16" 


191,3 

150,9 

177,5 

137,1 

164,5 

124,1 

151,6 

111,2 

138,8 

98,4 

189,7 

149,3 

176,7 

136,3 

163,7 

123,3 

139,2 

98,8 


9 

9 

9 

9 

12 

12 

12 

12 



OcHOBiibie pasMept.! KVjiaHKOS k narponaM TH4KJI h TH6KJI 
coBnaaaioT c pasMepaMii Ky.TaHKoe k naxiDonaM TH4K ii 
TH6K. 

Basic dimensions of blocks for die heads types TH 4 KJI and TH 6 KJI 
coincide with the dimensions of blocks for die heads type TH4K 
and TH 6 K. 


ynOPHBIE K0JII>I1;A K TPyBOHAPESHtlM nATPOIIAM 
STOP RINGS FOR PIPE THREADING DIE HEADS 



H/s" 

IVs" 

2" 

2" 

2 ’/s" 

2 Vs" 

3Vs" 


IIKF 

liKIl 


drill pipe 

iiKr 
nil. 14 

uyp. 

drill pipe 
HKl’ 


l‘/s 

IVs 

2" 

2" 

2'/s 

2*./, 

2Vs 

3" 

3" 


rf 1 6 I D I 


D 


' I'yp. 
drill pipe 
iiKr-iiii'i-i 


uyp. 

drill pipe 
IIKI'-IIKP, 


24 

24 

32 

32 

32 

32 

32 

45 

45 


15 

15 

27 

27 

27 


42,8 

42,8 

54 

54 

64 


35 

35 

47 

47 

37 


27 

27 

27 


66 

66 

80 


59 

59 

57 


27 


81 


73 



drill pipe 

drill pipe 






4" lllii' 

4" MliT-JllMi 

45 

27 

105 i 

97 , 


4" illi'B 

4" llJiT-IlKM 

45 

27 

105 1 

97 1 


4V4" 

4 " oi'if. 

45 

27 

112 

100 j 


casing pipe 

casing pipe 






4 Vs" ''’VI’' 

4" p. 

57,15 

28,6 

104 

70 I 


drill pipe 

drill pipe 






4s//' nuc. 

4" (h'ic. 

57,15 

28,6 

112 

100 1 


casing pipe ■ 

casing pipe 





'J lltlh 

SVie" 

5" 0y)i. 

57,15 ' 

28,6 

130 

94 


drill pipe 

drill pipe 






5V4" 

5" Oi'm'. 

57,15 

28,6 

137 

120 


casing pipe 

casing pipe 






6Vs" 

6" 

57,15 

28,6 

156 

126 1 


i 6Vs" 

6" 

77,79 

28,6 

156 

125 ' 

j 'i'llsIiM 

A" 

7" 

77,79 

28,6 

182 

165 j 

; 'I'M si; 

S-Va" 

8" 

77,79 

28,6 

207 

188 I 


SVa" 

9" 

1 133,35 

28,6 

233 

214 1 


IOV 4 " 

10" 

! 133,35 

28,6 

259 

242 1 


llVa" 

11" 

133,35 

28,6 

285 

268 1 


1274" 

12" 

i 133,35 

28,6 

311 

294 


1374" 

13" 

1 133,35 

28,6 

337 

321 


1274" 

12" 

133,35 

28,6 

311 

294 


13-74" 

13" 

133,35 

28,6 

337 

321 

i I'il IfiK 

147," 

14" 

133,35 

28,6 

362 

346 

i 

1674" 

16" 

133,35 

28,6 

412 

394 


ynopHwe KO.ribita k naxpoHaM TH4KJI ii TH 6 KJt oflHHaKOBti c KOJituaMw k naxpoHaM 
TH4K H TH 6 K. . , 

Stop rings for die heads TH4KJI and TH 6 KJI are the same as those for die heads TH4K and 
TH 6 K. 
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Myc|5TopacTOHHBie naxpoKBi npeaHasHaMeHBi fl.nH paeTaMi-iBaHiia kohi-i- 
necKMx OTBepcTMM noA pe3B6y, a TaxJKe ajih oxAejiKw ToppoB My4DT k 
G ypMJiBHBiM, oGcaAHBiM II HacocHO-KOMnpeccopHBiM TpyGaM no FOCT 632-41, . 
631-41 M 633-41. 

IlaTpoHBi npeAHasHaneHBi a-Jih paGoTBi na enepMaJiBHBix Myc|iTopac- 
TOHHBIX cxaHKax 9182, 9B182, 9A183, 9B183 m 9185. 

CxaHKM 9182 M 9B182 cjiyx^ax aJih o 6 pa 6 oxKM Myc|)x ox IV 2 " ao 4". 

CxaHKM 9A183 m 9B183 cjiyxcax ajih oGpaGoxxM Myc^x ox 2 V 2 " ao 8 ". 

CxaHOK 9185 cjiyxcnx ajih o 6 pa 6 oxKH iviycjjx k oocaAHBiM xpyGaivi pa3- 
MepoM ox 7^ia“ ao 16 ^/ 4 ". • 

riaxpoHBi AJIH cxaHKOB 9182, 9B182, 9A183 m 9B183 ii3roTOBJiHK)TCH c 
xBocxoBBiM KpenAeHMeM, a liaxpoHBi ajih cxanna 9185 c cJiJiaHpeBBiM xpen- 
jieHMeM. 

IlaxpoHBi CHaGjKOHBi cnennajiBHBiMH, xcecxKO 3aKpenjieHHBiMii Hox-caMw. 



B CBH3II C TOM, MXO My(|)XOpaCXOHHBie CXaHKll AByX-mni-lHAOJIBHBie, K 

KaxcAOMy cxaHKy xpeGyexca Asa naxpona: k cxaHxaM 9182, 9B182, 9A183 
H 9B183 OAHH naxpoH npaBBiii m oamh naxpoH jieBBin, a k cxaHKy 9185 — 
ABa naxpoHa npasBix. 

OcHOBHBie pasMopBi npasoro m AOBoro naxpona OAHHaKOBBi. 

Coupling boring heads are designed for boring taper holes for threads and for 
facing couplings for drill pipes, casing pipes and pump-comprcssor pipes acc. to 
the GOST 632-41, 631-41 and 633-41. 

The heads operate on special coupling boring machines models 9182, 9B182, 
9A183, 9B183 and 9185. 

Coupling boring machines 9 1 82 and 9B 1 82 serve for machining couplings from 
11 / 2 " to 4" diameter. 

Coupling boring machines 9A183 and 9B 183 serve for machining couplings from 
to 8 ” diameter. 

The coupling boring machine model 9185 serves for machining couplings for 
casing pipes in sizes from T^/g” to 16 ^/ 4 ” 




F Heads for machines model 9182, 9B182, 9A183 and 9B183 are clamped by 
their shanks; heads for machine model 9185 are clamped on a flange. 

Heads are furnished with special, rigidly fastened blades. 

During operations on the machines 9182, 9B182, 9A183 and 9B183 the coupling 
rotates while the head has longitudinal feed. On the machine 9185 the head is both 
rotated and fed longitudinally. 

A separate head is furnished for each size of coupling on each machine model. 

As coupling boring machines are two-spindled, each machine requires two heads. 

For machines 9182, 9B182, 9A183 and 9B183, one right-hand die head and one 
left-hand head are required. 

For machine 9185, two right-hand heads are required. 

The basic dimensions are the same for both left- or right-hand heads. 








VO o 


MycliTopacTOHHOM naTDOH k CTamcy 9 
Coupling boring head for 9185 machir 


'm 






PASMEPM HATPOHOB M MX OE03HAHEHME 
DIMENSIONS OF THE BORING HEADS AND DESIGNATION 


9182 

9B182 


9A183 

9B183 


Ml’ 8220 
Ml.’ 8225 
Ml’ 8230 


MP85MU 
Ml’ 85100 


Ml’ 8220 
Ml’ 8225 
M1’82:!0 
Ml’ 82:55 
M1’S210 
Ml’ 8:525 


KaJKAfciM naTpoH CHa6jKeH HO>KaMn Tpex tmiiob: 

a) pasBepTOHHBiMM — pacTaBHBaHMH KOHHHecKoro OTBepcTHfl riOA 
pe3B6y ; 

6) pacTOHHbiMM — AJIH pacTaHMBaHMH bxoahoh npeAOxpanwTejibHOw 
BblTOHKJ-i; 

b) TOppeBbiMM — ^.nfl noApeBaHMH Topua m chhthh Hapy>KHoii h sHy- 
TpeHHeM c|)acKM. 

JI;ho nasa noA pasBepTOHHbiii hojk MMeer yKJiOH, AaiouiMM bobmojkhoctb 
peryJiMpoBaTb AnaMexp pacTaHMBaHHa nyTCM npoAOJibnoro nepeMemenwH 
HO>Ka. 

PasBepTOHHbiii hojk nosepHyT k ocm naTpona Ha yroji 5 , SjiaroAapn 
HGMy noJiynaeTCH ckoc peHcymeii kpomkm, o6ecneHHBaiomHM 6ojiee cno- 
KOMHoe pesaHHe. ^jih iisMejibHeHMH cTpyacKH paasepTOMHbie hojkh cHa6- 
HceHbi cTpyjKKOJiOMaMH. Hojkh saTaHMBaKJTCH KOMn.Ji6KTHO no nepeAHGii 
rpaHH. 

fljiH KaHCAoro pasMepa Myc|)Tbi* npeAycMOTpeH OTAeJibHbiw naxpoH, 
KOTopbiH AaeT bobmojkhoctb o6pa6oTKM pasHbix tmhob btofo pa3- 

Mepa (6ypHJibHbie, o6caAHbie m t. n.). 

nepeMemeHMe Bcex HOJKeH KaJKAoro Twna npoMSBOAMTCH OAHOBpeMeHHO, 
nocpeACTBOM pe3b6oBbix KOJieu; m ynopoB. 3 tmmm xce KOjibij,aMH npowsBO- 
AMTCH OTJiaAKa naxpoHa npii BaMene saTynHBiunxcH HOxceii. 


Each head is furnished with the following three types of blades : 

a) reamer blades — for boring the taper holes for thread; 

b) boring blades — for boring the protecting entry recess; 

c) facing blades — for facing and machining external and internal chamfers. 
I’he bottom of the slot for the reamer blade is inclined. This makes adjustment 

of the diameter of boring possible by longitudinal displacement of the blade. 

The reamer blade is set at an angle of 5° to the axis of the head. This provides 
for side rake of the cutting edge and eonsequently, smoother cutting action. 

The reamer blades are furnished with chip-breakers for breaking up the chips. 
The blades should be sharpened in sets on the front cutting face. 

Each head machines couplings of a single size, but of several types (drilling, 
casing, etc) . 

All the blades of each type are regulated simultaneously by the aid of thread- 
rings and stops. The head is adjusted after replacing worn blades by the same rings. 


HOJKM PASBEPTOHHfalE 
REAMER BLADES 



A. oSpaSoTKH MyclJT k itacocno-KOwnpeccopubiM rjiaflKMiu xpySaM 

. A. For machining couplings for pump -compressor plain piping 


pariMopM 

Nominal sizes 
of couplings 

Ooo:3iinuoiiii<; 

Symbol of 

Paa.Mcpi.i li -MM j 

Dimensions in mm j 

B = Bi 

L 

H 

1 

/ 


h 

hi 


/i 

h 

2" 

HIT 

7,92 

76,5 

18,9 

70,5 

3,5 

6,5 

18,9 

2,35 

1,4 

68 

45 

21 / 2 " 


7,92 

89,2 

21,5 

83 

3,5 

6,5 

21,5 

2,6 

1,45 

80 

50 

3" 


12,67 

89,2 

22,8 

83 

3,5 

8 

21,7 

1,5 

0,7 

80 

45 

yu" 


12,67 

89,2 

24,3 

83 

3,5 

8 

23,7 

1,7 

0,8 

80 

45 

4- 1 


12,67 

111,5 

29,3 

102 

5,5 

9 

28,8 

2,2 

1,15 

100 

60 




HpaBbru 


llllllllll []] 


) 6 pa 6 oTKM My 4 )T k HaeocHO-KOMnpeccopHBiM TpySam c swcajKeHHWMH KOHpawii 
For machining couplings for pump -compressor piping with upset ends 


.III.IP 

OCosiiaHcmie 





PaoM 

epi.T 11 

MM 






HOJKCfl 





Dimen 

sions in 

mm 





ngs 

Symbol of 
blade? 

B=£i 

L 

H 


/ 


h 


*2 


4 


HKB 

7,92 

76,5 

21 

70,5 

3,5 

6,5 

21 

2,35 

1,4 

68 

45 



7,92 

89,2 

23,9 

83 

3,5 

6,5 

23,9 

2,6 

1,45 

80 

50 



12,67 

89,2 

25,0 

83 

3,5 

8 

24,5 

1,5 

0,75 

80 

45 



12,67 

89,2 

27,5 

83 

3,5 

8 

26,9 

1,7 

0,8 

80 

45 



12,67 

111,5 

32,3 

102 

5,5 

9 

31,3 

2,2 

1,2 

100 

60 



B. JlJin oSpaSoTKii iviythr k SypHJifcnwM xpyCaM 
C. For machining couplings for drill pipes 



r. jJjiH ofipaooTKH MvtJjT K o6ca;iHbiM TpySaM 

D. For machining couplings for casing pipes 















HOmW TOPU,EBbIE 
FACING BLADES 



)6pa6oTKM My(tiT k iiacocHO-KOMnpeccopiii.iM r.Tia3KHM Tpyoaai 
ir machining couplings for pump -compressor plain piping 


i. Jinn o6pa6oTKM mv^t k HacocKO-KOMnpeccopm.iivi xpyCaw c EticajKenHbiMM KOimai> 
B. For machining couplings for pump -compressor piping with upset ends 



B. Jl.aa oflpa^OTKU My(|>T K SypiuibiibiM TpySar.i 

C. For machining couplings for drill pipes 


Ill'MJlJKi.il.HI.If 

Nominal sizes 
of couplings 


Dimensions in mm 

Symbol 
of blades 


L 

H 

i-i 


b 


2" 

r,vp. 

7,92 

48 

22 

9 

7,5 

5,3 

6,3 


Drill pipt^ 








2'U" 


12,67 

48 

22 

12 

7,5 

6,5 

6,3 

3" 


12,67 

48 

22 

12 

7,5 

6,2 

6,3 

4" 


15,85 

48 

22 

15 

5,9 

8 

6,3 

6” 

” 

15,85 

51 

26 

15 

6,1 

16,1 



r. A-aa o6pa6oTKH jiy^jx k oSca^HbiM xpyCaM 
D. For machining couplings for casing pipes 







CTAHAAPTbl M AOnyCKM 



AOnyCKM METHMKOB JIJIH METPMHECKOft PE3BBH 

(no OCT BKC 7217) 

TOLERANCES ON TAPS FOR METRIC THREAD 

(acc. to OST VKS 7217) 

MET»IMKM injIM4>0BAHHbIE 



wfi Illar p(*'u.6i.i 





/^O^yCKI^ M PA3MEPBI nPOOMJia PE3I>B0BWX 4»PE3 b ocebom cemehmm 

(npM nepeAHeM yrjie aaTOHKM c|3pe3bi Y = 0 ) 

(no rOCT 1336-47) 







PE3bBA METPMHECKAa OCHOBHAa 

(no OCT HKTn 94) 

METRIC THREAD 

(acc. to OST NKTP 94) 



PajMepi.1 B MM 

Dimensions in mm 



' rfcp 

fli ■ 


! ; 

i '' ^ 


! 0,838 

0,676 

i 0,25 

0,162 

1 0,034 


1,038 

0,876 

0,25 

0,162 

0,034 


1,205 

1,010 

0,3 

0,195 

0,04 I 


1,473 

1,246 

0,35 

0,227 

0,044 : 


1,740 

1,480 

0,4 : 

0,260 

0,05 


2,040 1 

1,780 

0,4 

0,260 

0,05 


2,308 1 

2,016 

0,45 : 

0,292 

0,054 I 

1 

2,675 

2,350 

0,5 

0,325 

0,06 1 


3.546 

.3.091 

n.7 

n 4.S4 

n 079 


PE3bBA METPMHECKAa OCHOBHAH 

(no OCT HKTn 32) 


METRIC THREAD 
(acc. to OST NKTP 32) 







rfcp 

\ \ s 


6 

5,350 

4,701 

1 

0,650 

8 

7,188 

6,377 

1,25 

0,812 

10 

9,026 

8,051 

1,5 

0,974 

12 

1 10,863 

9,727 

1,75 

1,137 

14 

1 12,701 

11,402 

2 

1,299 

: 16 

14,701 

13,402 1 

2 

1,299 

18 

1 16,376 

14,753 

2,5 

1,624 

20 

! 18,376 

16,753 1 

2,5 

1 1,624 

22 

; 20,376 

18,753 1 

2,5 

1,624 










PE3I>BA aiOHMOBAa 

(no OCT HKTn 1260) 

ENGLISH THREAD 
(acc. to OST NKTP 1260) 




h 




Dimension 





mm 

per inch 

rfcp 

di 

j 





4,762 

24 

4,085 

3,408 

1,058 

0,677 

0,132 

0,152 


6,350 

20 

5,537 

4,724 

1,270 

0,814 

0,150 

0,186 


7,938 

18 

7,034 

6,131 

1,411 

0,903 

0,158 

0,209 


9,525 

16 

8,509 

7,492 

1,588 

1,017 

0,165 

0,238 


12,700 

12 

11,345 

9,989 

2,117 

1,355 

0,200 

0,311 


15,875 

11 

14,397 

12,918 

2,309 

1,479 

0,225 

0,342 


19,050 

10 

17,424 

15,798 

2,540 

1,626 

0,240 

0,372 


22,225 

9 

20,418 

18,611 

2,822 

1,807 

0,265 

0,419 


25,400 

8 

23,367 

21,334 

3,175 

2,033 

0,290 

0,466 


28,575 

7 

26,252 

23,929 

3,629 

2,323 

0,325 

0,531 


31,750 

7 

29,427 

27,104 

3,629 

2,323 

0,330 

0,536 


38,100 

6 

35,390 

32,679 

4,233 

2,711 

0,370 

0,631 


44,450 

5 

41,198 

37.945 

5,080 

3,253 

0,430 

0,755 


50,800 

4V. 

47,186 

43,572 

5,644 

3,614 

0,480 

0,838 


57,150 

4 

53,084 

49,019 

6,350 

4,066 

0,530 

0,941 


63,500 

4 

59,434 

55,369 

6,350 

4,066 

0,530 

0,941 


PE3bBA TPyBHAH E(HJIMHJi;PMHECKAH 
(no OCT HKTn 266) 

STRAIGHT PIPE THREAD 

(acc. to OST NKTP 266) 


to^OpBOiS S 
t^ = 0,S403I -S 



Vi 19 13,158 12,302 11,446 1,337 0,856 

Vs 19 16,663 15,807 14,951 1,337 0,856 

Vs 14 20,956 19,794 18,632 1,814 1,162 

V* 14 26,442 25,281 24,119 1,814 1,162 

1 11 33,250 31,771 30,293 2,309 1,479 

IV4 11 41,912 40,433 38,954 2,309 1,479 

IV2 11 47,805 46,326 44,847 2,309 1,479 

IV4 11 53,748 52,270 50,791 2,309 1,479 

2 11 59,616 58,137 56,659 2,309 1,479 

2Vj 11 75,187 73,708 72,230 2,309 1,479 

3 11 87,887 86/409 84,930 2,309 1,479 

3Vs 11 100,334 98,855 97,376 2,309 1,479 

4 . 11 • 113,034 111,556 110,077 2,309 1,479 





PE3bBA KOHMHECKAa 

(no rOCT 6111-52) 


TAPER THREAD 
(acc. to GOST 6111-52) 



Theoretical depth of thread 

Pauo'iafl Bi.iooTa bjitk;! 

Working depth of thread 


yroa yicnoiia 

Taper angle 


1“ 47' 24' 






BCEC0I03H0E SKCnOPTHO-MMnOPTHOE OB'BE;^IlHEHIIE 

„CTAHKOHMnOPT“ 





3KCnOPTMPyET H HMnOPTMPyET: 

MeTajiJiopejKvmHe CTaHKM 
/[,epeBoo6pa6aTBiBaioinMe CTaHKii 
KysHe^HO-npeccoBoe o6opy;iOBaHMe 
IIpoKaTHoe oSopvflOBaHHe (iiMiiopT) 

MsMepirreji&HBie npi^Gopbi m MHCTpyMCHT 
IIpMSopBI M MaiUMHbl P,JIH MCnblTaHJlH MBTajUIOB 
OnTMHBCKMe npnGopbi m MHCxpyMeHT 

PyHHOM ajieKTpwHecKMH M nHeBMaTMHecKiiii mhctpvmcht 
P ejKyiUMM MHCTpyMGHT no MeTa,7ijiy m AcpeBv 
Cjiecapno-MOHTa>KHbiM MHCTpyivieHT h BaH^HMHbie naxpoi-ibi 
MsAejiMH M3 xBep;3;bix cmnaBos 
A6pa3MBHbie msabjimh 

IIIapMKOBbie M pO.IIMKOBbie nOAUIHriHMKM 

MexajiJiorpacjDMHecKMe, 6MOjiorMHecKHe m nojiMpMsauMon- 
Hbie MMKpOCKOnbI 

KwHooSopyAosaHMe ii KMHoannapaxj^py 
reofle3MMecKMe npMSopbi m MHcxpyivieHT 
<$>OToannapaxypy, 6 mhokjim, jiynbi, jihhsbi m aP- 
Cbipoe onxMHecKoe cxeKjio 

C 3anpocaMH na see TOBapbi, othochiahcch k HOMCHKJiaType 
B/O „CTAHKOIIMnOPT“ m 3a AonojiHMTejibHBiMM CBeAenwHiviM 
npocMM oSpamaTBCji no aApecy: 



MocKBa, 200, CiwojieHCKaH-CeHHaH nji., 32/34. 


Bcecoi 03 Hoe OKcnopTHO-MiwcnopTHoe 06T.eAMHeHMe 


„CTAHKOMMnOPT ‘ ‘ 


Tejierpa 4 jHi.iM a^pec: Mocuna CTAHKOMMIIOPT 

i— — 

KOHCTpyKpMM M XeXHHHeCKMe xapaKxepMCTMKM MHCTpyMeHXa, 


npJlB6^6HHOrO B KBTciJIOrG, 

Moryx 6biTB MBMeneHM 6e3 AonojiHMTejibHoii HHcjjopMapMM. 





VSESOJUZNOJE EXPORTNO-IMPORTNOJE 
OBJEDINENIJE 


“STANKOIMPORT” 

EXPORTS AND IMPORTS: 

Machine Tools 
Woodworking Machinery 

Metal Working Machinery (Presses, Hammers, Shears, Cold Roll 
Forming Machines, Punching Machines) 

Rolling Mills (imports) 

Measuring Instruments and Apparatus (for metal industry) 

Testing Machines and Instruments (for metals) 

Optical Instruments and Equipment 

Portable Electric and Pneumatic Tools (for metal and woodworking) 

Metal and Wood Cutting Tools 

Mechanic’s Tools and Chucks 

Sintered Carbide and Hard-Alloy Products 

Abrasive Products 

Ball and Roller Bearings 

Microscopes of all types 

Motion-Picture Equipment and Accessories 

Geodetic Instruments and Equipment 

Photographic Cameras 

Binoculars 

Magnifiers 

Lenses 

Crude Optical Glass Blocks and Blanks 


All inquiries and correspondence to be forwarded to : 

Vsesojuznoje Exportno-Importnoje Objedinenije 
“STANKOIMPORT” 

32/34 Smolenskaja-Sennaja pi., Moscow, USSR. 

For cables : STANKOIMPORT Moscow 

Design and specifications of the tools illustrated herein are subject 
to change without notice. 


Sanaa A'i 1550 




BiicuiTopniaAa 




